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Description 

FIELD OF THE INVENTION 

[0001] The present invention relates to a sanitary ab- 
sorbent article such a sanitary napkin, incontinence pad 
and the like. More particularly, the invention relates to a 
novel sanitary absorbent article and to a component lay- 
er thereof that can be produced with less waste material 
generated, and to a method of and apparatus for the 
manufacture thereof. The invention also extends to a 
method and apparatus for manufacturing the novel ab- 
sorbent article. 

BACKGROUND OF THE INVENTION 

[0002] The technology surrounding absorbent arti- 
cles, particularly sanitary napkins, has undergone sev- 
eral advances over the past two decades. One of these 
advances was the addition of multi-functional flaps to 
the longitudinal sides of the napkin. When in use such 
flaps are folded over the sides of the wearer's undergar- 
ment and secured thereto. They thus more firmly secure 
the napkin to the undergarment, provide an increased 
absorptive area for bodily exudates, and help prevent 
the undergarment from becoming soiled. The flap con- 
cept has generally met with success in the marketplace, 
and napkins with flaps of various configurations and 
conformations are available to the consumer. 
[0003] Such sanitary absorbent articles are ordinarily 
composed of several layers of various materials affixed 
together to form a laminated structure. They are gener- 
ally manufactured in the following manner: A laminated 
web comprised of the materials forming each of the in- 
dividual component layers of the final article is provided. 
At least cne layer of material, and more likely several, 
is continuous throughout the web. The web is then 
sealed at various points and severed to form discrete 
articles. 

[0004] Alternatively, although generally uncommon, 
each of the individual component layers which make up 
the article could be produced separately, through their 
severance from a continuous sheet of material of which 
the layer is formed. These various component layers 
could then be combined together (i.e. laminated) to form 
the article. 

[0005] In either method, the articles or the component 
layers themselves (as the case may be) receive their 
shape as they are severed from the laminated web or 
the continuous material, respectively. 
[0006] An example of a sanitary napkin and a sever- 
ing pattern therefor currently employed in the art are il- 
lustrated in Figures 1 and 2, respectively, of the present 
specification. This severing pattern may be employed in 
either of the aforementioned methods for the manufac- 
ture of such articles. The article being produced by this 
pattern is symmetric about both imaginary longitudinal 
and transverse centre-lines. The transverse ends of 



successive articles are aligned and the longitudinal side 
of opposing flaps of successive articles are substantially 
in contact with one another. The shaded material is not 
used in the production of an article and is therefore dis- 

s carded as waste. Depending on the shape of the item 
being manufactured, the amount of waste is substantial, 
which contributes to an increased manufacturing cost. 
[0007] Heretofore it appears that manufacturers have 
sought to optimise the configuration and shape of the 

10 sanitary absorbent articles generally, and particularly 
the flaps, on the basis of characteristics present in the 
individual final product. In this respect wearer comfort, 
absorptive efficiency, and leakage prevention have gen- 
erally been taken into consideration. While the cost of 

15 manufacturing is important, little attention has been paid 
to designing the individual articles with a view to reduc- 
ing the amount of waste material produced during their 
mass-production by the methods described above. As 
such articles are mass-produced in significant amounts, 

20 a reduction in waste material would provide significant 
savings in the cost of manufacturing. 
[0008] One example of where an article has been de- 
signed so as to minimize the amount of waste material 
generated during its mass-production is described in 

25 European Patent Application 0,280,998 to Personal 
Products Company. This application describes a panty 
protector for adhesive attachment to the crotch portions 
of an undergarment comprising a generally longitudinal- 
ly extending central portion and transversely extending 

30 flaps; the panty protector having a longitudinal center 
line and a transverse center line and having a closed 
curve defining the outer periphery of the protector, the 
protector characterized in that the closed curve is 
shaped such that a portion of the periphery of each of a 

35 plurality of identically shaped protectors may be butted 
against a portion of the periphery of the protector, leav- 
ing no space between abutting protectors and having 
no part of any protector overlie another. 
[0009] The difficulty with the articles described in Eu- 

40 ropean Patent Application 0,280,998 is that in some in- 
stances it may be desired to leave space between abut- 
ting protectors in order to manufacture absorbent arti- 
cles having a different peripheral shape than that de- 
scribed therein. 

45 

OBJECTS AND STATEMENT OF THE INVENTION 

[001 0] It is therefore an object of the present invention 
to provide an improved sanitary absorbent article with 

50 flaps, such as a sanitary napkin, or a component layer 
of a sanitary napkin, such as a cover layer, which has 
been designed so as to reduce the amount of waste ma- 
terial generated during the mass-production thereof. 
[001 1 ] It is a further object of the present invention to 

55 provide a method of production of such an absorbent 
article or a component layer. It is still a further object of 
the present invention to provide an apparatus for pro- 
ducing such an absorbent article or component layer. 
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[0012] In one aspect, as embodied and broadly de- 
scribed herein, the invention provides a plurality of com- 
ponent layers for use in sanitary absorbent articles, 
each component layer comprising: 

(A) a main body, said main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and an im- 
aginary longitudinal centre-line; 

(B) a first flap projecting laterally from the first lon- 
gitudinal side of said main body, said first flap hav- 
ing two longitudinal sides, and said first flap being 
positioned with respect to said main body such that 
when 

(i) two of the component layers are placed lon- 
gitudinal side by longitudinal side, and 

(ii) one of the component layers is rotated with 
respect to the other of the component layers 
such that the first longitudinal side of said main 
body of each of the component layers faces the 
first longitudinal side of said main body of the 
other of the component layers, and 

(iii) the first transverse side of said main body 
of each of the component layers is aligned with 
the second transverse side of said main body 
of the other of the component layers, and 

(iv) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of each of said main bodies of each of the 
component layers' simultaneously intersects 
said first flap of each of the component layers; 

one of the longitudinal sides of said first flap of one 
of the component layers is substantially in contact 
with one of the longitudinal sides of said first flap of 
the other of the component layers, and 

said first flaps of each of the component layers do not 
overlap. 

[0013] In the present specification, the term "compo- 
nent layer of a laminated absorbent article" refers one 
of the discrete layers of which a laminated absorbent 
article is comprised as distinct from the other layers of 
which the same article is composed. For example, if the 
laminated absorbent article is a sanitary napkin, such 
component layer might be a fluid permeable cover layer, 
a fluid impervious barrier layer, a transfer layer or an 
absorbent core layer. A component layer need not be 
comprised of a single material, but may itself be a lam- 
inate or two or more materials otherwise combined to 
form an integral whole. 

[0014] It is preferred that the main body of the com- 
ponent layer be generally rectangular in shape with 
rounded ends. When the component layer is of such a 
conformation, the first and second transverse sides are 
the shorter opposing sides and will generally have an 
arcuate shape. The first and second longitudinal sides 



are the longer opposing sides and will be straight or ar- 
cuate. Preferably, the longitudinal sides are in an hour- 
glass shape wherein in a central portion of the article 
the cross-section is narrower than the cross-section at 
the transverse ends. It should be understood however 
that the shape of such sides is not essential to the in- 
vention, and thus the transverse orthe longitudinal sides 
could be either arcuate or straight, or any combination 
thereof. Nor is it essential that the main body be gener- 
ally rectangular, as component layers having main bod- 
ies in the shape of a square, parallelogram or any other 
polygon , or even that of an oval, hour-glass or dog-bone, 
are all within the scope of the present invention. Where 
such is the case (i.e. where the main body is not rectan- 
gular), the longitudinal sides of the layer will be consid- 
ered to be those opposing sides of a greater relative 
length as compared with the other opposing sides of the 
main body. Where it is impossible to make such a de- 
termination, any opposing pair of sides may be consid- 
ered to bethe longitudinal sides, or at the limit, opposing 
portions of any two sides may be considered to be the 
longitudinal sides. In either case, the transverse sides 
are the pair of opposing sides which are intersected by 
the longitudinal centre-line of the component layer, as 
that line is defined below. 

[0015] For most component layers, the longitudinal 
centre-line thereof is an imaginary line which extends 
along the longitudinal axis of the layer and bisects the 
layer into two identical or somewhat identical, yet not 
necessarily mirror-image, halves. 
[0016] It is preferred that the flaps be of a generally 
trapezoidal shape with the base of the trapezoid being 
attached to the longitudinal side of the main body. In this 
manner, the flap will taper as it projects away from the 
main body, and the sides and top of the trapezoid will 
be generally straight and will form the longitudinal sides 
and lateral side of the flap respectively. It should ex- 
pressly be understood, however, that such trapezoidal 
shape is not essential to the invention, and flaps of ail 
shapes and sizes are included within the scope of the 
present invention. In such cases, the sides of the flaps 
generally parallel to the transverse sides of the compo- 
nent layer should be considered to be the longitudinal 
sides of the flap. Where the shape of the flaps is arcuate 
or other non-rectilinear shape, the portions of the side 
of the flap generally facing in the same direction as the 
transverse sides of the component layer should be con- 
sidered to be the longitudinal sides of the flap. 
[0017] It should be understood that the use of the 
word "flaps" in the present specification is intended to 
encompass extensions of the material of a component 
layer which directly form a flap or wing in the article into 
which the component layer is incorporated, and those 
which are indirectly used to form such a flap or wing. An 
example of an indirect formation would be situations 
where the extension is looped around and a portion 
thereof sealed against the barrier layer of the article. In 
such cases the remainder of the extension (i.e. the por- 
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tion thereof from the barrier layer seal to the distal ex- 
tremity) would form the flap or wing in the final article. 
[0018] In the present context, the word "aligned" is 
used to indicate a position of a transverse side of one 
component layer relative to that of the other. Two trans- 
verse sides are aligned for the present purposes when 
an imaginary line connecting the point at which one 
transverse side in question is intersected by the longi- 
tudinal centre line of that layer, with the point at which 
the other transverse side in question is intersected by 
the longitudinal centre line of the other layer, is substan- 
tially perpendicular to the longitudinal centre-line of ei- 
ther layer. Two lines are substantially perpendicular if 
the angle between them at their point of intersection is 
not less than 70° (or more than 110°). 
[0019] A line "generally parallel to the longitudinal 
centre-lines of the article" in the present specification is 
meant to include a line off from parallel with either one 
of the centre-lines by at most 20°. 
[0020] In relation to a component layer of the present 
invention, the phrase "substantially in contact" is meant 
to indicate a situation where the two flaps in question 
. are in physical contact with one another or where the 
distance between them is small as compared to the total 
width of the component layer (as measured from longi- 
tudinal side to longitudinal side along the transverse 
centre-line thereof. The transverse centre-line of a layer 
being an imaginary line in the plane of the layer which 
is perpendicular to the longitudinal centre-line). Prefer- 
ably, in the case of a component layer for a sanitary nap- 
kin, this distance will not exceed 1/4 of an inch (0.635 
cm). 

[0021] In a more preferred embodiment a component 
layer of the present invention further comprises a sec- 
ond flap projecting laterally from the second longitudinal 
side of said main body, said second flap having two lon- 
gitudinal sides, and said second flap being positioned 
with respect to said main body such that when 

(i) two of the component layers are placed longitu- 
dinal side by longitudinal side, and 

(ii) one of the component layers is rotated with re- 
spect to the other of the component layers such that 
the second longitudinal side of said main body of 
each of the component layers faces the second lon- 
gitudinal side of said main body of the other of the 
component layers, and 

(iii) the first transverse side of said main body of 
each of the component layers is aligned with the 
second transverse side of said main body of the oth- 
er of the component layers, and 

(iv) an imaginary line generally parallel to, and lo- 
cated in-between, the longitudinal centre-lines of 
each of said main bodies of each of the component 
layers simultaneously intersects said second flap of 
each of the component layers; 

one of the longitudinal sides of said second flap of one 



of said component layers is substantially in contact with 
one of the longitudinal sides of said second flap of the 
other of said component layers, and 
said second flaps of each of said component layers do 
s not overlap. 

[0022] As embodied and broadly described herein, 
the present invention further provides a plurality of san- 
itary absorbent articles, each article comprising: 

10 (A) a main body, said main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and an im- 
aginary longitudinal centre-line; 
(B) a first flap projecting laterally from the first lon- 

15 gitudinal side of said main body, said first flap hav- 
ing two longitudinal sides, and said first flap being 
positioned with respect to said main body such that 
when 

20 (j) two of the articles are placed longitudinal 

side by longitudinal side, and 

(ii) one of the articles is rotated with respect to 
the other of the articles such that the first lon- 
gitudinal side of said main body of each of the 

25 articles faces the first longitudinal side of said 

main body of the other of the articles, and 

(iii) the first transverse side of said main body 
of each of the articles is aligned with the second 
transverse side of said main body of the other 

30 of the articles, and 

(iv) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of each of said main bodies of each of the 
articles simultaneously intersects said first flap 

35 of each of the articles; 

one of the longitudinal sides of said first flap of one 
of the articles is substantially in contact with one of 
the longitudinal sides of said first flap of the other of 
40 the articles, and 

said first flaps of each of the articles do not overlap. 

[0023] Like terms used in the above description 
should be attributed the same meaning in the context of 
45 the present aspect as those previously described above 
in relation to component layers of the present invention. 
[0024] In a more preferred embodiment each absorb- 
ent article of the present invention further comprises: 

50 (C) a second flap projecting laterally from the sec- 
ond longitudinal side of said main body, said second 
flap having two longitudinal sides, and said second 
flap being positioned with respect to said main body 
such that when 

55 

(i) two of the articles are placed longitudinal 
side by longitudinal side, and 

(ii) one of the articles is rotated with respect to 
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the other of said articles such that the second 
longitudinal side of said main body of each of 
the articles faces the second longitudinal side 
of said main body of the other of the articles, 
and 

(iii) the first transverse side of said main body 
of each of the articles is aligned with the second 
transverse side of said main body of the other 
of the articles, and 

(iv) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of each of said main bodies of each of the 
articles simultaneously intersects said second 
flap of each of the articles; 

one of the longitudinal sides of said second flap of 
one of the articles is substantially in contact with one 
of the longitudinal sides of said second flap of the 
other of the articles, and 

said second flaps of each of the articles do not over- 
lap. 

[0025] In another aspect the invention provides a 
method of manufacturing a plurality of component layers 
for use in sanitary absorbent articles, each component 
layer comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; and 

(ii) a first flap projecting laterally from the first lon- 
gitudinal side of the main body, the first flap having 
two longitudinal sides; ■■ 

comprising the steps of: 

(A) providing a continuous web of material; 

(B) severing said web to form a first component lay- 
er and a second component layer arranged one with 
respect to the other such that: 

(1) the second component layer is rotated with 
respect to the first component layer such that 
the first longitudinal side of the main body of 
one of the component layers faces the first lon- 
gitudinal side of the main body of the other of 
the component layers, and 

(2) the first transverse side of one of the com- 
ponent layers is aligned with the second trans- 
verse side of the other of the component layers, 
and 

(3) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of each of the main bodies of each of the 
component layers simultaneously intersects 
the first flap of each of the component layers. 



[0026] Theterms usedto describe the component lay- 
er being manufactured by the present method should be 
given the same meaning as that of like terms set forth 
hereinabove in relation to the component layer itself. 

5 [0027] It must be understood that for a proper under- 
standing of these aspects of the invention (i.e. the meth- 
ods), and those relating to the apparatus improvements 
described below, the evaluation of the positioning of the 
various component layers takes place after each layer 

10 has been severed (such that the layer in question exists 
as a discrete entity), but before it has been physically 
removed from the web of continuous material. 
[0028] It will be appreciated that many conventional 
means known to those skilled in the art may be em- 

15 ployed to sever the component layers from the web. The 
optimal means may vary depending on many factors in- 
cluding the material from which the layer is to be sev- 
ered. In this respect, die-cutting will generally bethe pre- 
ferred method although all other conventional methods, 

20 such as laser or fluid-jet cutting for example, are within 
the scope of the present invention. 
[0029] This method of manufacture of component lay- 
ers from a continuous web of material will generate less 
wasted material than prior art techniques. 

25 [0030] Preferably, the second component layer is sev- 
ered from the web such that one of the longitudinal sides 
of the first flap of the second component layer is sub- 
stantially in contact with one of the longitudinal sides of 
the first flap of the first component layer. In this context, 

30 the phrase "substantially in contact" is meant to indicate 
a situation where the distance between the two flaps in 
question is, at a minimum the clearance distance be- 
tween layers required by the severing method being 
used in order to produce layers of the correct dimen- 

35 sions. This phrase also includes any greater distance 
which is small as compared with the total width of a com- 
ponent layer (as measured from longitudinal side to lon- 
gitudinal side along the transverse centre-line thereof.) 
As an example, where die-cutting is the method of sev- 

40 erance employed, the minimum clearance distance is 
generally in the order of 3/16 of an inch (0.4763 cm). 
[0031] More preferably, the present invention pro- 
vides a method of manufacturing a plurality of compo- 
nent layers for use in absorbent articles, each compo- 

45 nent layer further comprising: 

(iii) a second flap projecting laterally from the sec- 
ond longitudinal side of the main body, the second 
flap having two longitudinal sides; 

50 

further comprising the step of: 

(C) severing from the web a third component layer 
arranged with respect to the second component lay- 
55 er such that: 

(1 ) the third component layer is rotated with re- 
spect to the second component layer such that 
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the second longitudinal side of the main body 
of the second component layer faces the sec- 
ond longitudinal side of the main body of the 
third component layer, and 

(2) the first transverse side of the second com- 
ponent layer is aligned with the second trans- 
verse side of the third component layer, and 

(3) the first transverse side of the third compo- 
nent layer is aligned with the second transverse 
side of the second component layer, and 

(4) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of the main bodies of each of the second 
and third component layers simultaneously in- 
tersects the second flap of the second compo- 
nent layer and the second flap of the third com- 
ponent layer. 

[0032] Most preferably, in order to minimize the 
amount of waste material generated, the third compo- 
nent layer is severed from the web such that one of the 
longitudinal sides of the second flap of the third compo- 
nent layer is substantially in contact with one of the lon- 
gitudinal sides of the second flap of the second compo- 
nent layer. 

[0033] As embodied and broadly described herein, 
the present invention also provides a method of manu- 
facturing a plurality of sanitary absorbent articles, each 
sanitary absorbent article comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; and [ 

(ii) a first flap projecting laterally from the first ion- 
gitudinal side of the main body, the first flap having 
two longitudinal sides; 

comprising the steps of: 

(A) providing a web having at least one layer of con- 
tinuous material; 

(B) severing said web to form a first article and a 
second article arranged one with respect to the oth- 
er such that: 

(1) the second article is rotated with respect to 
the first article such that the first longitudinal 
side of the main body of one of the articles faces 
the first longitudinal side of the main body of the 
other of said articles, and 

(2) the first transverse side of one of the articles 
is aligned with the second transverse side of 
the other of the articles, and 

(3) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of each of the main bodies of each of the 
articles simultaneously intersects the first flap 



of each of the articles. 

[0034] Preferably, the present invention also provides 
a method of manufacturing a sanitary absorbent article 

5 wherein the second article is severed from the web such 
that one of the longitudinal sides of the first flap of the 
second article is substantially in contact with one of the 
longitudinal sides of the first flap of the first article. 
[0035] More preferably, the present invention pro- 

10 vides a method of manufacturing a plurality of sanitary 
absorbent articles, each sanitary absorbent article fur- 
ther comprising: 

(iii) a second flap projecting laterally from the sec- 
15 ond longitudinal side of the main body, the second 
flap having two longitudinal sides; further compris- 
ing the steps of: 

(C) severing from the web a third article ar- 
20 ranged with respect to the second article such 

that: 

(1) the third article is rotated with respect 
to the second article such that the second 

25 longitudinal side of the main body of the 

second article faces the second longitudi- 
nal side of the main body of the third article, 
and 

(2) the first transverse side of the second 
30 article is aligned with the second trans- 
verse side of the third article, and 

(3) the first transverse side of the third ar- 
ticle is aligned with the second transverse 
side of the second article, and 

35 (4) a imaginary line generally parallel to, lo- 

cated in-between, the longitudinal centre- 
lines of each of the main bodies of each of 
the second and third articles simultaneous- 
ly intersects the second flap of the second 

40 article and the second flap of the third arti- 

cle. 

[0036] Most preferably the present invention pro- 
vides, a method of manufacturing a plurality of sanitary 

45 absorbent articles, wherein the third article is severed 
from the web such that one of the longitudinal sides of 
the second flap of the third article is substantially in con- 
tact with one of the longitudinal sides of the second flap 
of the second article. 

50 [0037] Like terms used in the description of a method 
of manufacture of an absorbent article in respect of this 
aspect of the present invention should be attributed a 
similar meaning as with the terms used to describe the 
method of manufacture of a component layer of this as- 

55 pect of the present invention. 

[0038] As embodied and broadly described herein, in 
another aspect, the present invention further provides 
in an apparatus for the manufacture of a plurality of com- 
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ponent layers for use in sanitary absorbent articles, 
each component layer comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; 

(ii) a first flap projecting from the first longitudinal 
side of the main body, the first flap having two lon- 
gitudinal sides; 

the improvement comprising a cutter providing for the 
severance of a first component layer and a second com- 
ponent layerfrom a continuous web of material, the first 
component layer and the second component layer ar- 
ranged one with respect to the other such that: 

(A) the second component layer is rotated with re- 
spect to the first component layer such that the first 
longitudinal side of the main body of one of the com- 
ponent layers faces the first longitudinal side of the 
main body of the other of said component layers, 
and 

(B) the first transverse side of the first component 
layers is aligned with the second transverse side of 
the second component layer, and 

(C) the first transverse side of the second compo- 
nent layers is aligned with the second transverse 
side of the first component layer, and 

(D) an imaginary line generally parallel to, and lo- 
cated in-between, the longitudinal centre-lines of 
each of the main bodies of each of the component 
layers simultaneously intersects the first flap of 
each of the component layers. 

[0039] Like terms used in the description of the com- 
ponent layers and their relationship to one another with 
respect to the present aspect of the invention should, to 
the extent not varied hereinbelow, be attributed a similar 
meaning to as described hereinabove with respect to 
other aspects of the invention. 
[0040] The term "cutter" is employed in the present 
context to denote any device capable of severing a dis- 
crete item from a continuous web of material. All con- 
ventional cutters known to those skilled in the art are 
within the scope of this aspect of the present invention. 
In this respect, such a cutter may include a die, a blade 
or other cutting-edge, a laser, or a fluid-jet. 
[0041] Advantageously, the cutter is further capable 
of severing the first component layer and the second 
component layer from the continuous web of material 
such that one of the longitudinal sides of the first flap of 
the first component layer is substantially in contact with 
one of the longitudinal sides of the second flap of the 
second component layer. 

[0042] Preferably, as embodied and described herein, 
the present invention further provides in an apparatus 
for the manufacture of a plurality of component layers 



for use in sanitary absorbent articles, each component 
layer further comprising: 

(iii) a second flap projecting from the second longi- 
5 tudinal side of the main body, the second flap having 
two longitudinal sides; 

the improvement wherein said cutterfurther provides for 
the severance of a third component layer from the con- 
10 tinuous web of material arranged with respect to the sec- 
ond component layer such that: 

(A) the third component layer is rotated with respect 
to the second component layer such that the sec- 

15 ond longitudinal side of the main body of the second 
component layer faces the second longitudinal side 
of the main body of the third component layer, and 

(B) the first transverse side of the second compo- 
nent layer is aligned with the second transverse 

20 side of the third component layer, and 

(C) the first transverse side of the third component 
layer is aligned with the second transverse side of 
the second component layer, and 

(D) an imaginary line generally parallel to, and lo- 
25 cated in-between, the longitudinal centre-lines of 

each of the main bodies of the second and of the 
third component layers simultaneously intersects 
the second flap of the second component layer and 
the second flap of the third component layer. 

30 

[0043] Advantageously, said cutter is further capable 
of severing the first component layer and the second 
component layer such that one of the longitudinal sides 
; of the first flap of the first component layer is substan- 

35 tially in contact with one of the longitudinal sides of the 
- first flap of the second component layer. 

[0044] Of a similar advantage, said cutter is further 
capable of severing the second component layer and 
the third component layer such one of the longitudinal 

40 sides of the second flap of the second component layers 
is substantially in contact with one of the longitudinal 
sides of the second flap of the third component layer. 
[0045] As embodied and broadly described herein, 
the present invention also provides in an apparatus for 

45 the manufacture of a plurality of sanitary absorbent ar- 
ticles, each sanitary absorbent article comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 

50 tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; 

(ii) a first flap projecting from the first longitudinal 
side of the main body, the first flap having two lon- 
gitudinal sides; 

55 

the improvement comprising a cutter providing for the 
severance of a first article and a second article from a 
continuous web of material, the first and second article 
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being arranged one with respect to the other such that: 

(A) the second article is rotated with respect to the 
first article such that the first longitudinal side of the 
main body of each of the articles faces the first lon- 
gitudinal side of the main body of the other of said 
articles, and 

(B) the first transverse side of the first article is 
aligned with the second transverse side of the sec- 
ond article, and 

(C) the first transverse side of the second article is 
aligned with the second transverse side of the first 
article, and 

(D) an imaginary line generally parallel to, and lo- 
cated in-between, the longitudinal centre-lines of 
each of the main bodies of each of the articles si- 
multaneously intersects the first flap of each of the 
articles. 

[0046] Advantageously, said cutter is further capable 
of severing the first article and the second article from 
the continuous web of material such that one of the lon- 
gitudinal sides of the first flap of the first article is sub- 
stantially in contact with one of the longitudinal sides of 
the second flap of the second article. 
[0047] Preferably, as embodied and broadly de- 
scribed herein the present aspect of the present inven- 
tion further provides in an apparatus for the manufacture 
of a plurality of sanitary absorbent articles, each sanitary 
absorbent article further comprising: 

(iii) a second flap projecting from the second longi- 
tudinal side of the main body, the second flap having 
two longitudinal sides; 

the improvement wherein said cutterfurther provides for 
the severance of a third article from the continuous web 
of material arranged with respect to the second article 
such that: 

(A) the third article is rotated with respect to the sec- 
ond article such that the second longitudinal side of 
the main body of the second article faces the sec- 
ond longitudinal side of the main body of the third 
article, and 

(B) the first transverse side of the second article is 
aligned with the second transverse side of the third 
article, and 

(C) the first transverse side of the third article is 
aligned with the second transverse side of the sec- 
ond article, and 

(D) an imaginary line generally parallel to, and lo- 
cated in-between, the longitudinal centre-lines of 
each of the main bodies of each of the second and 
third sanitary absorbent articles simultaneously in- 
tersects the second flap of the second article and 
the second flap of the third article. 



[0048] Advantageously, said cutter is further capable 
of severing the first article and the second article such 
that one of the longitudinal sides of the first flap of the 
first article is substantially in contact with one of the lon- 

s gitudinal sides of the first flap of the second article. 
[0049] Of a similar advantage, said cutter is further 
capable of severing the second article and the third ar- 
ticle such one of the longitudinal sides of the second flap 
of the second articles is substantially in contact with one 

10 of the longitudinal sides of the second flap of the third 
article. 

[0050] In still another aspect, as embodied and broad- 
ly described herein, the present invention provides a 
method of manufacturing a plurality of component layers 
is for use in sanitary absorbent articles, each component 
layer comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 

20 tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; 

(ii) a first flap projecting from the first longitudinal 
side of the main body; 

(iii) a second flap projecting from the second longi- 
25 tudinal said of the main body; and 

(iv) each of the flaps having a first longitudinal side, 
a second longitudinal side, and a lateral side; 

(v) said flaps being located substantially at midpoint 
between said transverse sides; 

30 

comprising the steps of: 

(A) providing a web of continuous material; 

(B) severing said web to form a first component lay- 
35 er and a second component layer arranged one with 

relation to the other such that: 

(1 ) at least a portion of the first longitudinal side 
of the main body of the first component layer 

40 faces at least a portion of the second longitudi- 

nal side of the main body of the second com- 
ponent layer, and 

(2) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 

45 lines of each of the main bodies of each of the 

component layers simultaneously intersects 
the first flap of the first component layer and the 
second flap of the second component layer. 

so [0051] It will be appreciated that this aspect of the 
present invention is similarto the method previously de- 
scribed above. It differs, however, in that the present 
method allows for the production of component layers 
currently employed in the art that are symmetric about 

55 an imaginary transverse centre-line (such as the article 
illustrated in Figure 1). Alternative component layers 
manufactured according to the present method need not 
be rotated. 



25 



40 



45 



8 



15 



EP 0 967 950 B1 



16 



[0052] Preferably, the second component layer is sev- 
ered from the continuous web of material such that the 
first transverse side of the first component layer and the 
first transverse side of the second component layer are 
non-aligned. In this context the term "non-aligned" is 
used to indicate a situation where the angle formed be- 
tween the longitudinal centre-line of the first component 
layer and the line connecting the point of intersection of 
the longitudinal centre-line of that layer with a trans- 
verse side thereof and the corresponding point on the 
second component layer is not 90°. 
[0053] More preferably, the second component layer 
is severed from the web of continuous material such that 
the first longitudinal side of the first flap of the first com- 
ponent layer is substantially in contact with the second 
longitudinal side of the second flap of the second com- 
ponent layer. The term "substantially in contact" in this 
context has the same meaning as that of the previous 
method aspect of the present invention described here- 
inabove. 

[0054] Most preferably, the second component layer 
is severed from the web of continuous material such that 
the lateral side of the first flap of the first component lay- 
er is substantially in contact with the second longitudinal 
side of the main body of the second component layer. 
[0055] Alternatively, the second component layer is 
severed from the continuous web of material such that 
at least a portion of one of the longitudinal sides of the 
second flap of the second component layer faces at 
least a portion of one of the transverse sides of the first 
component layer. 

[0056] Advantageously, the second component layer 
is severed from the continuous web of material such that 
at least a portion of one of the longitudinal sides of the 
second flap of the second component layer is substan- 
tially in contact with one of the transverse sides of the 
first component layer. 

[0057] More advantageously, the second component 
layer is severed from the continuous web of material 
such that at least a portion of the first longitudinal side 
of the main body of the first component layer is substan- 
tially in contact with at least a portion of the second lon- 
gitudinal side of the main body of the second component 
layer. 

[0058] In another aspect, as embodied and broadly 
described herein, the present invention provides a 
method of manufacturing a plurality of sanitary absorb- 
ent articles, each sanitary absorbent article comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; 

(ii) a first flap projecting from the first longitudinal 
side of the main body; 

(iii) a second flap projecting from the second longi- 
tudinal said of the main body; and 

(iv) each of the flaps having a first longitudinal side, 



a second longitudinal side, and a lateral side; 

(v) said flaps being located substantially at mid point 

between said transverse sides; 

s comprising the steps of: 



(A) providing a web of continuous material; 

(B) severing said web to form a first sanitary absorb- 
ent article and a second sanitary absorbent article 
arranged one with respect to the other such that: 
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(1 ) at least a portion of the first longitudinal side 
of the main body of the first article faces at least 
a portion of the second longitudinal side of the 
main body of the second article, and 

(2) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines of each of the main bodies of each of the 
articles simultaneously intersects the first flap 
of the first article and the second flap of the sec- 
ond article. 



[0059] Preferably, the second article is severed from 
the continuous web of material such that the first trans- 

25 verse side of the first article and the first transverse side 
of the second article are non-aligned. 
[0060] More preferably, the second article is severed 
from the web of continuous material such that the first 
longitudinal side of the first flap of the first article is sub- 

30 stantially in contact with the second longitudinal side of 
the second flap of the second article. 
[0061] Most preferably, the second component layer 
is severed from the web of continuous material such that 
the lateral side of the first flap of the first component lay- 

35 er is substantially in contact with the second longitudinal 
side of the main body of the second component layer. 
[0062] in this aspect of the present invention the terms 
used have a meaning similarto that described previous- 
ly hereinabove in relation to a method of manufacture 

40 of a component layer for use in a sanitary absorbent ar- 
ticle. 

[0063] In yet another aspect, as embodied and broad- 
ly described herein, the present invention further pro- 
vides in an apparatus for the manufacture of a plurality 
45 of component layers for use in sanitary absorbent arti- 
cles, each component layer comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 

50 tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; 

(ii) a first flap projecting from the first longitudinal 
side of the main body; 

(iii) a second flap projecting from the second longi- 
55 tudinal said of the main body; and 

(iv) each of the flaps having a first longitudinal side, 
a second longitudinal side, and a lateral side; 

(v) said flaps being located substantially at mid point 
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between said transverse sides; 

the improvement comprising a cutter providing for the 
severance of a first component layer and a second com- 
ponent layer from a continuous web of material, the first 
component layer and the second component layer being 
arranged one with respect to the other such that: 

(A) at least a portion of the first longitudinal side of 
the main body of the first component layer faces at 
least a portion of the second longitudinal side of the 
main body of the second component layer, and 

(B) an imaginary line generally parallel to, and lo- 
cated in-between, the longitudinal centre-lines of 
each of the main bodies of each of the component 
layers simultaneously intersects the first flap of the 
first component layer and the second flap of the sec- 
ond component layer. 

[0064] Preferably, saidcutter is further capable of sev- 
ering the second component layer from the continuous 
web of material such that the first transverse side of the 
first component layer and the first transverse side of the 
second component layer are non-aligned. 
[0065] More preferably, said cutter is further capable 
of severing the second component layer from the con- 
tinuous web of material such that the first longitudinal 
side of the first flap of the first component layer is sub- 
stantially in contact with the second longitudinal side of 
the second flap of the second component layer. 
[0066] Most preferably, said cutter is further capable 
of severing the second component layer from the web 
of continuous material such that the lateral side of the 
first flap of the first component layer is substantially in 
contact with the second longitudinal side of the main 
body of the second component layer. 
[0067] In another aspect, as embodied and broadly 
described herein, the present invention provides in an 
apparatus for the manufacture of a plurality of sanitary 
absorbent articles, each article comprising: 

(i) a main body, the main body having a first trans- 
verse side, a second transverse side, a first longi- 
tudinal side, a second longitudinal side, and a lon- 
gitudinal centre-line; 

(ii) a first flap projecting from the first longitudinal 
side of the main body; 

(iii) a second flap projecting from the second longi- 
tudinal said of the main body; and 

(iv) each of the flaps having a first longitudinal side, 
a second longitudinal side, and a lateral side; 

(v) said flaps being located at mid point between 
said transverse sides; 

the improvement comprising a cutter providing for the 
severance of a first article and a second article from a 
continuous web of material, the first and second ar- 
ranged one with respect to the other such that: v 



(A) at least a portion of the first longitudinal side of 
the main body of the first article faces at least a por- 
tion of the second longitudinal side of the main body 
of the second article, and 
5 (B) an imaginary line generally parallel to, and lo- 
cated in-between, the longitudinal centre-lines of 
each of the main bodies of each of the articles si- 
multaneously intersects the first flap of the first ar- 
ticle and the second flap of the second article. 

10 

[0068] Preferably, said cutter is further capable of sev- 
ering the second article from the continuous web of ma- 
terial such that the first transverse side of the first article 
and the first transverse side of the second article are 

15 non-aligned. 

[0069] More preferably, said cutter is further capable 
of severing the second article from the continuous web 
of material such that the first longitudinal side of the first 
flap of the first article is substantially in contact with the 

20 second longitudinal side of the second flap of the second 
article. 

[0070] Most preferably, said cutter is further capable 
of severing the second article from the web of continu- 
ous material such that the lateral side of the first flap of 

25 the first article is substantially in contact with the second 
longitudinal side of the main body of the second article. 
[0071 ] In this aspect of the present invention the terms 
used have a meaning similarto that described previous- 
ly hereinabove in relation to a apparatus for the manu- 

30 facture of a component layer for use in a sanitary ab- 
sorbent article. 

[0072] Other objects and features of the invention will 
become apparent by reference to the following specifi- 
cation and the drawings. 

35 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0073] A detailed description of the preferred embod- 
iments of the present invention is provided hereinbelow 
40 with reference to the following drawings, in which: 

Figure 1 illustrates a top elevational view of a san- 
itary absorbent article of the prior art; . 

45 Figure 2 illustrates a plurality of prior art absorbent 
articles, depicting the severing pattern employed for 
separating the absorbent articles from one another. 

Figure 3 illustrates a top elevational view of a san- 
so Itary absorbent article of the present invention. 

Figure 3a is a cross-sectional view of the napkin 
shown in Figure 3; 

55 Figure 4 schematically illustrates the process for 
manufacturing absorbent articles in accordance 
with the present invention. 
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Figure 5 illustrates a plurality of absorbent articles, 
depicting the severing pattern of the present inven- 
tion employed for separating the absorbent articles 
from one another. 

Figure 6 illustrates a severing pattern of the present 
invention for the manufacture of the absorbent arti- 
cle, or a component layerthereof, depicted in Figure 
1; and 

Figure 7 illustrates a severing pattern of the present 
invention for the manufacture of absorbent articles 
or component layers thereof, in accordance with a 
variant. 

[0074] In the drawings, preferred embodiments of the 
invention are illustrated by way of example. It is to be 
expressly understood that the description and drawings 
are only for the purposes of illustration and as an aid to 
understanding, and are not intended as a definition of 
the limits of the invention. 

, DETAILED DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

[0075] In Figure 3 of the drawings there is illustrated 
a sanitary napkin with flaps, designated comprehen- 
sively by the reference numeral 110, having a flap con- 
figuration of the present invention: Referring to figure 
3a, the napkin is of a laminated construction and pref- 
erably comprises a fluid-permeable cover layer 112, an 
absorbent system 114, a fluid-impervious barrier layer 
120, and adhesive strips 122 and 124. 

Cover layer 

[0076] The cover layer 112 may be a relatively low 
density, bulky, high-loft non-woven web material. The 
cover layer 112 may be composed of only one type of 
fibre, such as polyester or polypropylene or it may be 
composed of bi-component or conjugate fibres having 
a low melting point component and a high melting point 
component. The fibres may be selected from a variety 
of natural and synthetic materials such as nylon, poly- 
ester, rayon (in combination with other fibres), cotton 
acrylic fibre and the like and combinations thereof. 
[0077] Bi-component fibres may be made up of a pol- 
yester core and a polyethylene sheath. The use of ap- 
propriate bi-component materials results in a fusible 
non-woven fabric. Examples of such fusible fabrics are 
described in U.S. Patent 4,555,430 issued November 
26, 1 985 to Mays. Using a fusible fabric increases the 
ease with which the cover layer may be mounted to the 
adjacent transfer layer and/or to the barrier layer. 
[0078] The cover layer 1 1 2 preferably has a relatively 
high degree of wettability, although the individual fibres 
comprising the cover may not be particularly hydrophilic. 
The cover material should also contain a great number 



of relatively large pores. This is because the cover layer 
112 is intended to absorb body flu id rapidly and transport 
it away from the body and the point of deposition. Pref- 
erably, the fibres which make up the cover layer 112 
should not loose their physical properties when they are 
wetted, in other words they should not collapse or loose 
their resiliency when subjected to water or body fluid. 
The cover layer 1 1 2 may be treated to allow fluid to pass 
through it readily. The cover layer 112 also functions to 
transfer the fluid quickly to the other layers of the ab- 
sorbent structure 114. Thus, the cover layer 112 is pref- 
erably wettable, hydrophilic and porous. When com- 
posed of synthetic hydrophobic fibres such as polyester 
or bi-component fibres, the cover layer 112 may be treat- 
ed with a surfactant to impart the desired degree of wet- 
tability. 

[0079] Most preferably, the cover layer 112 is made 
of polymerfilm having large pores. Because of such high 
porosity, the film accomplishes the function of quickly 
transferring body fluid to the inner layers of the absorb- 
ent system. Apertured co-extruded films such as RE- 
TICULON™ brand, for example, described in U.S. Pat- 
ent 4,690,679 are useful as cover layers in the absorb- 
ent structures of this invention. 
[0080] The cover layer 1 1 2 may be embossed to the 
remainder of the absorbent system 114 in order to aid 
in promoting hydrophilicity by fusing the cover to the 
next layer. 

Absorbent System Transfer Layer 

[0081 ] Adjacent to the cover layer 1 1 2 on its inner side 
and bonded to the cover layer 1 1 2 is a fluid transfer layer 
116 that forms part of the absorbent system 114. The 
transfer layer 1 1 6 provides the means of receiving body 
fluid from the cover layer 1 1 2 and holding it until the high- 
ly-dense absorbent core has an opportunity to absorb 
the fluid, 

[0082] The transfer layer 116 is, preferably, more 
dense than and has a larger proportion of smaller pores 
than the cover layer 112. These attributes allow the 
transfer layer 116 to contain body fluid and hold it away 
from the outer side of the cover layer 112, thereby pre- 
venting the fluid from re-wetting the cover layer 1 1 2 and 
its surface. However, the transfer layer is, preferably, not 
so dense as to prevent the passage of the fluid through 
the layer into the absorbent core. 
[0083] The transfer layer 1 1 6 may be composed of fi- 
brous materials, such as wood pulp, polyester, rayon, 
flexible foam, or the like, or combinations thereof. The 
transfer layer 116 may also comprise thermoplastic fi- 
bres for the purpose of stabilizing the layer and main- 
taining its structural integrity. The transfer layer 1 1 6 may 
be treated with surfactant on one or both sides in order 
to increase its wettability, although generally the transfer 
layer 116 is relatively hydrophilic and may not require 
treatment. The transfer layer 116 is preferably bonded 
on both sides to the adjacent layers, i.e. the cover layer 
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112 and the absorbent core 118. 

Absorbent System - Absorbent Core 

[0084] Immediately adjacent to and bonded to the s 
transfer layer 116 is the absorbent core 118. The ab- 
sorbent core 118 is preferably a highly dense layer hav- 
ing a fine porosity. It has a large liquid holding capacity 
and it is extremely retentive. Most preferably, the ab- 
sorbent core 118 is composed of compressed sphag- 
num moss material. More specifically, the sphagnum 
moss is formed as a board by air or wet laying and cal- 
endering to obtain a relatively thin, i.e. from about 0.01 
to 0.10 inch (0.0254 cm to 0.254 cm) thick, relatively 
dense, i.e. from about 0.2 to 1 .0 g/cm 3 sheet like struc- 
ture. The structure may include a layer of Kraft tissue 
laminated on one or both surfaces of the sphagnum 
moss layer. Preferably, a fibrous component is admixed 
with the sphagnum moss material. The fibrous compo- 
nent is suitably a natural or synthetic textile fibre such 
as rayon, polyester, nylon, acrylic or the like, having a 
length of from about 0.25 to 1 .5 inches (0.635cm to 3.81 
cm) and a denier of from about 1 .0 to 5. The fibrous com- 
ponent may be present in an amount from about 2 to 
20% by weight, most preferably from 4 to 8%. The ab- 
sorbent core 1 1 8 may also comprise other components 
such as wood pulp, synthetic wood pulp, thermo- 
mecanical pulp, mechanically ground pulp, polymers, 
surfactants, superabsorbents and the like. 
[0085] In an alternative embodiment the absorbent 
system 114 includes a single layer of pulp fluff material 
(the transfer layer is omitted). The absorbent core 116 
preferably comprises a pulp fluff material and may op- 
tionally include other absorbent materials or non-ab- 
sorbent materials which aid in stabilizing the absorbent 
structure such as conjugate fibres, fusible fibres, bindr 
ers, sphagnum peat moss particles, superabsorbents, 
and the like and combinations thereof, and may option- 
ally include other absorbent materials or non-absorbent 
materials which aid in stabilizing the absorbent structure 
such as conjugate fibres, fusible fibres, binders, sphag- 
num peat moss particles, superabsorbents, and the like 
and combinations thereof. 

Barrier Layer 

[0086] Underlying the absorbent system 1 1 4 is a bar- 
rier layer 1 20 comprising liquid-impervious film material 
so as to prevent liquid that is entrapped in the absorbent 
core from egressing the sanitary napkin and staining the 
wearer's undergarment. Most preferably, the barrier lay- 
er 120 is made of polymeric film, such as polyethylene 
which is both inexpensive and readily available. The pol- 
yethylene is capable of fully blocking the passage of liq- 
uid or gas that may emanate from the absorbent system 
1 1 4. In a variant, breathable films may be used that allow 
passage of gases while blocking liquid. 
[0087] The cover layer 112 and the barrier layer 120 



are joined along their marginal portions so as to f orm an 
enclosure that maintains the absorbent system 1 1 4 cap- 
tive. The joint may be made by means of adhesives, 
heat-bonding, ultrasonic bonding, radio frequency seal- 
ing, mechanical crimping, and the like and combinations 
thereof. The peripheral seal line is shown in Figure 3 by 
the reference numeral 121 . 

Adhesive Strips 

[0088] To retain the sanitary napkin 11 0 to the wear- 
er's underpants, adhesive zones 122 and 124 are pro- 
vided on the barrier layer 1 20. The adhesive zones 1 24, 
located over the flaps 1 26 and 1 28, bond the flaps to the 
garment facing surface of the wearer's underpants, 
while the adhesive zone 122 serves to retain the sani- 
tary napkin 1 1 0 to the body facing surface of the under- 
pants. 

Flaps 

[0089] The flaps 1 26 and 1 28 are designed to be fold- 
ed over the side edges of the wearer's underpants in the 
crotch portion and to be fastened to the garment facing 
surface of the underpants. The flaps 126 and 128 aid in 
securing thesanitary napkin 1 1 0 in place on the wearer's 
underpants, and in maintaining the structural integrity of 
the sanitary napkin 1 1 0 by providing a "spring-back" ac- 
tion during body movements of the wearer. The overall 
effect of the flaps 126 and 128 is to fasten and keep the 
sanitary napkin 1 1 0 in an optimal exposed shape to pro- 
vide the maximum fluid-absorbing surface, whereby re- 
ducing the incidence of failure. 

Flap Configuration - Prior Art 

[0090] In Figure 1 there is illustrated a sanitary napkin 
01 0 with flap configuration of the prior art. Such a napkin 
is comprised of a main body 030 having a first trans- 
verse side 032, an opposing second transverse side 
034, a first longitudinal side 036, and an opposing sec- 
ond longitudinal side 038. A first flap 026 and a second 
flap 028 project laterally from the main body 030 from 
the first longitudinal side 036 and the second longitudi- 
nal side 038, respectively. The flaps 026 and 028 are in 
the shape of a bilaterally symmetrical trapezoid, with the 
base being located at the longitudinal side of the article. 
The top of the trapezoid forms the lateral side 040 and 
042 of each flap 026 and 028, respectively. 
[0091] The contour of the sanitary napkin 010 is sym- 
metric about both an imaginary centre-line 044 extend- 
ing longitudinally down the sanitary napkin and an im- 
aginary centre-line 046 extending transversely across 
the sanitary napkin 010. Thus, there exists a line 048 
which simultaneously symmetrically bisects the flaps 
026 and 028, and that line 048 is collinear with the trans- 
verse centre-line 046 of the napkin 010. 
[0092] in Figure 2 there is illustrated a cutting pattern 
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employed in the prior art to manufacture the napkin de- 
picted in Figure 1 from a web of at least one layer of 
continuous material. In such pattern, like transverse 
sides of successive napkins are aligned, i.e. the points 
of intersection 050a, 050b, 050c of the transverse side 
032a, 032b, 032c of each napkin with the longitudinal 
centre-line 044a, 044b, 044c of the napkin are collinear, 
that line 052 is parallel to the transverse centre-line 046 
of the article 010, and that line 052 is perpendicular to 
the longitudinal centre-lines 044a, 044b, 044c of the 
napkins. The lateral sides of opposing flaps of succes- 
sive articles face one another (e.g.. the lateral side 040a 
of the first flap 026a of the first article 010a faces the 
lateral side 042b of the second flap 028b of the second 
article 010b). Such opposing lateral sides 040a and 
042b are substantially in contact in that the distance be- 
tween them within the pattern is the minimum clearance 
distance dictated by the die being used to sever them 
from the web. 

[0093] The shaded area in between is not used to pro- 
duce a napkin from the web of material and must be dis- 
carded as waste during the manufacturing process, 

Flap Configuration - Present Invention 

[0094] Referring to Figure 3, a sanitary napkin 110 
having a flap configuration of the present invention is 
comprised of a main body 130 having a first transverse 
side 132 and an opposing second transverse side 134. 
Each transverse side is arcuate in shape with no partic- 
ular curvature being essential to the present invention. 
The sanitary napkin 110 further has a first longitudinal 
side 136 and an opposing second longitudinal side 138, 
each being generally straight. The shape of the napkin 
110 when viewed from above, as shown in Figure 3, is 
nearly rectangular. 

[0095] A first flap 126 and a second flap 128 project 
laterally from the main body 130 from the first longitudi- 
nal side 136 and second longitudinal side 138, respec- 
tively. Each of these flaps 126 and 128 is in the shape 
of a bilaterally symmetrical trapezoid, with the base be- 
ing located at the longitudinal side of the article. The first 
flap 126 has a first longitudinal side 154 and a second 
longitudinal side 156 formed of the sides of the trape- 
zoid, and a lateral side 1 40 formed of the top of the trap- 
ezoid. Similarly, the second flap 128 has a first longitu- 
dinal side 158 and a second longitudinal side 160 
formed of the sides of the trapezoid, and a lateral side 
1 42 formed of the top of the trapezoid. The first longitu- 
dinal side 154 of the first flap 126 and the first longitu- 
dinal side 158 of the second flap 128 each face in the 
same direction as does the first transverse side 132 of 
the main body 130 of the napkin 110. In the same re- 
spect, the second longitudinal side 156 of the first flap 
1 26 and the second longitudinal side 1 60 of the second 
flap 128 face in the same direction as does the second 
transverse side 1 34 of the main body 1 30 of the napkin 
110. 



[0096] The contour of the sanitary napkin 11 0 is sym- 
metric about an imaginary centre-line 144 extending 
longitudinally down the sanitary napkin 1 1 0. A single line 
148 simultaneously symmetrically bisects both the first 

5 flap 126 and the second flap 128. A second centre-line 
146 extends transversely across the sanitary napkin 
110, from which the flaps 126 and 128 are offset. By 
offset it is meant that the line 148 which symmetrically 
bisects the flaps is not collinear with the transverse cen- 

io tre-line 146 of the napkin 110. The amount by which the 
flaps 126 and 128 are offset is described below in rela- 
tion to the cutting pattern for the present napkin. 
[0097] in Figure 5 there is illustrated a cutting pattern 
of the present invention to be employed in the manufac- 

15 ture of sanitary napkins of the present invention from a 
web of a least one continuous material. In such a pattern 
successive napkins 110, 210, 310 are positioned side- 
by-side, and are rotated. The first transverse side 132 
of the first napkin 110, the second transverse side 234 

20 of the second napkin 21 0, and the first transverse side 
332 of the third napkin 31 0 all face in a similar direction. 
Similarly, the second transverse side 1 34 of the first nap- 
kin 110, the first transverse side 232 of the second nap- 
kin 21 0, and the second transverse side 334 of the third 

25 napkin 31 0 all face in the same direction. The alternating 
sides of successive articles are aligned within the pat- 
tern, i.e. the points of intersection 1 50, 250, 350 of these 
transverse sides 132, 234, 332 (respectively) of these 
napkins 110,210,310 with their longitudinal centre-lines 

30 144, 244, 344 (respectively) are collinear, the line 152 
formed by connecting such points 150, 250, 350 is par- 
allel to the transverse centre-lines 146, 246, 346 of the 
napkins, and that line 152 is perpendicular to the longi- 
tudinal centre-line 144, 244, 344 of the napkins. 

35 [0098] Further, in the pattern illustrated in Figure 5, 
like longitudinal sides of successive articles face one an- 
other. Thus, the first longitudinal side 1 36 of thefirst nap- 
kin 11 0 faces the first longitudinal 236 of the second nap- 
kin 21 0, and the second longitudinal side 238 of the sec- 

40 ond napkin 21 0 faces the second longitudinal side 338 
of the third napkin 31 0, and so on. 
[0099] The first flap 126, 226, 326 and the second flap 
1 28, 228, 328 of the napkin 110,21 0, 31 0 are positioned 
with respect to the main body 130, 230, 330 (i.e. are 

45 offset from the transverse centre-line 146, 246, 346) 
such that like longitudinal sides of like flaps of succes- 
sive napkins are substantially in contact with one anoth- 
er. In Figure 5, the second longitudinal side 156 of the 
first flap 126 of thefirst napkin 11 0 is in complete contact 

so with the second longitudinal side 256 of the first flap 226 
of the second napkin 21 0. Similarly, the second longitu- 
dinal side 260 of the second flap 228 of the second nap- 
kin 210 is in complete contact with the second longitu- 
dinal side 360 of the second flap 328 of the third napkin 

55 310. 

[0100] When such flaps are in complete contact, the 
lateral sides of the flaps will be substantially in contact 
with the longitudinal side of the facing napkin. Thus, as 
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is shown , the lateral side 1 40 of the first flap 1 26 of the 
first napkin 110 is in contact with first longitudinal side 
236 of the main body 230 of the second napkin 230 and 
the lateral side 240 of the first flap 226 of the second 
napkin 21 0 is in contact with the first longitudinal side 
136 of the main body 130 of the first napkin 110. Simi- 
larly, the lateral side 242 of the second flap 228 of the 
second napkin 210 is in contact with the second longi- 
tudinal side 338 of the main body 330 of the third napkin 
310, and the lateral side 342 of the second flap 328 of 
the third napkin 31 0 is in contact with the second longi- 
tudinal side 238 of the main body 230 of the second nap- 
kin 210. 

[0101] The shaded area in between successive nap- 
kins is not used in the manufacture of any napkin and 
must be discarded as waste. By positioning the flaps of 
the napkin in accordance with the present invention, the 
amount of waste material generated is significantly re- 
duced as compared with napkins of the prior art, as 
graphically illustrated in Figures 2 and 5. 

Method of Manufacture of Napkins of the Present 
Invention 

[0102] Figure 3 illustrates schematically the various 
steps in the assembly process of the sanitary napkin . I n 
a first step, there is provided a continuous strip 400 of 
fluid impervious material which will form the barrier layer 
of the napkin which has the desired thickness and is of 
appropriate width. This width is equal to the length of 
longitudinal centre-line of the articles being manufac- 
tured plus any additional width necessary for the han- 
dling of the material by the manufacturing apparatus. 
[0103] In a subsequent step, absorbent cores 402 are 
serially applied to the continuous web in a spaced apart 
relationship in the desired position. The position of each 
absorbent core on the web is selected according to the 
pattern by which the final products wiil be severed from 
the web. The exact application and positioning of the 
cores along the web may be accomplished by several 
means including a conveyor belt or vacuum drum. 
[0104] In a subsequent step, a transfer layer 404 is 
applied to the absorbent core by a similar means as with 
the cores. A second continuous strip 406 of fluid-perme- 
able material forming the cover layer of the final articles 
then applied. This strip will contact the transfer layers 
disposed along the first web, and the barrier layer strip 
in areas where no absorbent core/transfer layer is locat- 
ed. 

[0105] The superposed layers are sealed together at 
sealing station 408 along the margins of the absorbent 
cores in a desired pattern to form a continuous com- 
pound web. There are a number of methods which may 
be used to accomplish this task, such as adhesives, 
heat-sealing, and mechanical crimping, among others. 
A continuous, laminated, sealed web of material is thus 
formed. Adhesive strips are then applied (not shown) to 
the exterior surface of the barrier layer material. 



[0106] It should be noted that the method described 
above could be modified to form the sanitary napkins 
upside down, which involves starting with the cover lay- 
er rather than the barrier layer. This variant also requires 

5 to change the order of deposition of the transfer layer 
and the absorbent core, the transfer layer being placed 
first followed by the absorbent core. Finally, the barrier 
layer is put in place and the compound web is sealed. 
[01 07] The final step in the process is to sever the in- 

10 dividual articles from the continuous, laminated, sealed 
web of material, at cutting station 410 that uses a die- 
cutting roll 412. In this respect, individual articles are 
severed along the dark line appearing in Figure 5 by die- 
cutting. 

15 [0108] A second aspect of the present invention al- 
lows for the manufacture of sanitary absorbent articles 
having a prior art flap configuration as depicted in Figure 
1 with less waste material generated. This method of 
manufacture is generally the same as that previously 

20 described with respect to the first aspect, except that the 
absorbent cores/transfer layers are positioned within 
the web according to the cutting pattern described here- 
inbelow. 

[0109] In this configuration, the napkins 010a, 010b, 

25 01 0c, 01 Od are positioned side-by-side with successive 
articles being of the same orientation (i.e. Opposite lon- 
gitudinal sides of successive napkins face one another. 
Thus, the first longitudinal side 036a of the first article 
01 0a faces the second longitudinal 038b of the second 

30 article 010b and the first longitudinal side 036b of the 
second article 010b faces the second longitudinal side 
038c of the third article 01 0c.) The points of intersection 
050a, 050b, 050c, 050d of like transverse sides 032a, 
032b, 032c, 032d of each napkin 010a, 010b, 010c, 

35 01 0d with the longitudinal centre-line 044a, 044b, 044c, 
044d of that napkin are coilinear. However, note that line 
052 is not parallel to the transverse centre-line 046a, 
046b, 046c, 046d of the napkins, nor is that line 052 per- 
pendicular to the longitudinal centre-line 044a, 044b, 

40 044c, 044d of each napkin. 

[01 1 0] Opposite longitudinal sides of opposite flaps of 
successive napkins are substantially in contact with one 
another. Thus, the first longitudinal side 054a of the first 
flap 026a of the first napkin 01 0a is substantially in con- 

45 tact with the second longitudinal side 060b of the second 
flap 028b of the second napkin 01 0b. Similarly, the first 
longitudinal side 054b of the first flap 026b of the second 
napkin 010b is substantially in contact with the second 
longitudinal side 060cof the secondflap 028c of the third 

so napkin 01 0c. Similarly, the lateral side 040b of the first 
flap 026b of the second napkin 010b is substantially in 
contact with the second longitudinal side 038c of the 
main body 030c of the third napkin 01 0c, and the lateral 
side 042c of the second flap 028c of the third napkin 

55 040c is in substantially in contact with the first longitu- 
dinal side 036b of the main body 030b of the second 
napkin 010b. 

[0111] A third aspect of the present invention also al- 



14 



27 



EP 0 967 950 B1 



28 



lows for the manufacture of sanitary absorbent articles 
having a prior art flap configuration is depicted in Figure 
1 with less waste material generated. This method of 
manufacture is generally the same as those previously 
described with respect to the first and second aspects, 
except that once again the absorbent cores/transfer lay- 
ers are positioned within the web according to the cut- 
ting pattern described hereinbelow. In this respect, illus- 
trated in Figure 7 is the positioning of final articles within 
the continuous sealed web of the present embodiment, 
and the cutting pattern therefor. 
[0112] In this configuration, the napkins 010a, 010b, 
010c are positioned side-by-side with successive arti- 
cles being of the same orientation as the last, however, 
only a portion of opposite longitudinal sides of succes- 
sive napkins face one another. Thus, a portion of the 
first longitudinal side 036a of the first article 01 0a faces 
a portion of the second longitudinal 038b of the second 
article 010b and a portion of the first longitudinal side 
036b of the second article 010b faces a portion of the 
second longitudinal side 038c of the third article 010c. 
The points of intersection 050a, 050b, 050c of like trans- 
verse sides 032a, 032b, 032c of each napkin 010a, 
010b, 010c with the longitudinal centre-line 044a, 044b, 
044c of that napkin are collinear. However, note that line 
052 is not parallel to the transverse centre-line 046a, 
046b, 046c of the napkins, nor is that line 052 perpen- 
dicular to the longitudinal centre-line 044a, 044b, 044c 
of each napkin. 

[0113] As is illustrated in Figure 7, it is preferred that 
the contacting portions of the longitudinal sides of suc- 
cessive articles be substantially in contact with one an- 
other in order to minimize waste material generated. 
[0114] The above description of a preferred embodi- 
ment should not be interpreted in any limiting manner 
since variations and refinements are possible which are 
within the scope of the present invention. The scope of 
the invention is defined in the appended claims. 



Claims 

1 . A sanitary absorbent article (110) suitable for place- 
ment within a crotch portion of an undergarment of 
a wearer, the article (110) comprising: 

(A) a main body (130), said main body (130) 
having a first transverse side (132), a second 
transverse side (134), a first longitudinal side 
(136), a second longitudinal side (138), and an 
imaginary longitudinal centre-line (144); 

(B) a first flap (126) capable of being folded 
about a first side edge of the crotch portion of 
the wearer's undergarment when the article 
(1 1 0) is in use by the wearer, said first flap (1 26) 
projecting laterally from the first longitudinal 
side (1 36) of said main body (1 30), said first flap 
(126) having two longitudinal sides (154,156), 



each longitudinal side (154,156) projecting lat- 
erally cutward from the first longitudinal side 
(136) of said main body (130) intermediate the 
transverse sides (132,134) of said main body 
* (130), 

characterized in that said first flap (126) is posi- 
tioned with respect to said main body (130) such 
that when 

10 

(i) two of the articles (110,210) are placed lon- 
gitudinal side (136) by longitudinal side (236), 
and 

(ii) one of the articles (210) is rotated with re- 
15 spect to the other of the articles (1 1 0) such that 

the first longitudinal side (1 36,236) of said main 
body (1 30,230) of each of the articles (1 1 0,21 0) 
faces the first longitudinal side (236,136) of 
said main body (230,1 30) of the other of the ar- 
20 tides (210,110), and 

(iii) the first transverse side (132,232) of said 
main body (130,230) of each of the articles 
(1 1 0,21 0) is aligned with the second transverse 
side (234,134) of said main body (230,130) of 

25 the other of the articles (21 0,11 0), and 

(iv) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines (144,244) of each of said main bodies 
(130,230) of each of the articles (110,210) si- 

30 multaneously intersects said first flap (126,226) 

of each of the articles (11 0,21 0); 

one of the longitudinal sides (156) of said first flap 
(126) of one of the articles (110) is substantially in 
35 contact with one of the longitudinal sides (256) of 
said first flap (226) of the other of the articles (21 0), 
and 

said first flaps (126,226) of each of the articles 
(110,210) do not overlap. 

40 

2. A sanitary absorbent article (210) as defined in 
claim 1 , each articie (21 0) further comprising: 

(C) a second flap (228) capable of being folded 
45 about a second side edge of the crotch portion 

of the wearer's undergarment when the article 
(210) is in use by the wearer, said second flap 
(228) projecting laterally from the second lon- 
gitudinal side (238) of said main body (230), 
50 said second flap (228) having two longitudinal 

sides (258,260), each longitudinal side 
(258,260) projecting laterally outward from the 
second longitudinal side (238) of said main 
body (230) intermediate the transverse sides 
55 (232,234) of said main body (230), and said 

second flap (228) being positioned with respect 
to said main body (230) such that when 
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(i) two of the articles (21 0,31 0) are placed 
longitudinal side (238) by longitudinal side 
(338), and 

(ii) one of the articles (310) is rotated with 
respect to the other of said articles (210) s 
such that the second longitudinal side 
(238,338) of said main body (230,330) of 
each of the articles (210,310) faces the 
second longitudinal side (338,238) of said 
main body (330,230) of the other of the ar- 10 
tides (310,210), and 

(iii) the first transverse side (232,332) of 
said main body (230,330) of each of the ar- 
ticles (210,310) is aligned with the second 
transverse side (334,234) of said main 15 
body (330,230) of the other of the articles 
(310,210) and 

(iv) an imaginary line generally parallel to, 
and located in-between, the longitudinal 
centre-lines (244,344) of each of said main 20 
bodies (230,330) of each of the articles 
(210,310) simultaneously intersects said 
second flap (228,323) of each of the arti- 
cles (210,310); 

25 

one of the longitudinal sides (260) of said sec- 
ond flap (228) of one of the articles (21 0) is sub- 
stantially in contact with one of the longitudinal 
sides (360) of said second flap (328) of the oth- 
er of the articles (310), and 30 
said second flaps (228,328) of each of the arti- 
cles (210,310) do not overlap. 

A method of manufacturing sanitary absorbent arti- 
cles (11 0) suitable forplacement within acrotch por- 35 
tion of an undergarment of a wearer,, each article 
(110) comprising: 

(i) a main body (130), the main body (130)thav- 

ing a first transverse side (132), a second trans- 40 
verse side (134), a first longitudinal side (136), 
a second longitudinal side (136), and an imag- 
inary longitudinal centre-line (144); and 

(ii) a first flap (126) capable of being folded 
about a first side edge of the crotch portion of 45 
the wearer's undergarment when the article 

(1 1 0) is in use by the wearer, the first flap (1 26) 
projecting laterally from the first longitudinal 
side (136) of the main body (130), the first flap 
(126) having two longitudinal sides (154,156), 50 
each longitudinal side (154,156) projecting lat- 
erally outward from the first longitudinal side 
(136) of said main body (130) intermediate the 
transverse sides (132,134) of said main body 
(130); 55 

comprising the steps of: 



(A) providing a web of at least one layer of con- 
tinuous material (400,402,404,406); 

(B) severing from the web (400,402,404,406) a 
first article (110) and a second article (210) ar- 
ranged one with respect to the other such that: 

(1) the second article (210) is rotated with 
respect to the first article (110) such that 
the first longitudinal side (136,236) of the 
main body (1 30,230) of each of the articles 
(110,210) faces the first longitudinal side 
(236,1 36) of the main body (230,1 30) of the 
other of the articles (210,110), and 

(2) the first transverse side (132,232) of 
each of the articles (110,210) is aligned 
with the second transverse side (234,134) 
of the other of the articles (210,110), and 

(3) an imaginary line generally parallel to, 
and located in-between, the longitudinal 
centre-lines (144,244) of each of the main 
bodies (130,230) of each of the articles 
(110,210) simultaneously intersects the 
first flap (126,226) of each of the articles 
(110,210). 

4. A method as recited in claim 3, wherein the second 
article (210) is severed from the web 
(400,402,404,406) arranged with respect to the first 
article (110) such that one of the longitudinal sides 
(256) of the first flap (226) of the second article (21 0) 
is substantially in contact with one of the longitudi- 
nal sides (156) ofthefirstflap(126) of the first article 
(110). 

5. A method as recited in claim 3 or 4, the article (110) 
further comprising: 

(iii) a second flap (126) capable of being folded 
about a second side edge of the crotch portion 
of the wearer's undergarment when the article 
(110) is in use by the wearer, the second flap 
(128) projecting laterally from the second lon- 
gitudinal side (138) of the main body (130), the 
second flap (128) having two longitudinal sides 
(158,160), each longitudinal side (158,160) 
projecting laterally outward from the second 
longitudinal side (138) of the main body (130) 
intermediate the transverse sides (132,134) of 
the main body (130); 

further comprising the steps of: 

(C) severing from the web a third article (31 0) 
arranged with respect to the second article 
(210) such that: 

(1 ) the third article (31 0) is rotated with re- 
spect to the second article (21 0) such that 
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the second longitudinal side (238) of the 
main body (230) of the second article (21 0) 
faces the second longitudinal side (338) of 
the main body (330) of the third article 
(310), and s 

(2) the first transverse side (232) of the sec- 
ond article (210) is aligned with the second 
transverse side (334) of the third article 
(310), and 

(3) the first transverse side (332) of the io 
third article (31 0) is aligned with the second 
transverse side (234) of the second article 
(210), and 

(4) an imaginary line generally parallel to, 
located in-between, the longitudinal cen- 15 
tre-lines (244,344) of each of the main bod- 
ies (230,330) of each of the articles 
(210,310) simultaneously intersects the 
second flap (228) of the second article 

(21 0) and the second flap (328) of the third 20 
article (310). 

6. A method as recited in claim 5, wherein the third 
article (310) is severed from the web 
(400,402,404,406) arranged with respect to the 25 
second article (210) such that one of the longitudi- 
nal sides (360) of the second flap (328) of the third 
article (310) is substantially in contact with one of 
the longitudinal sides (260) of the second flap (228) 

of the second article (21 0). 30 

7. An apparatus for the manufacture of sanitary ab- 
sorbent articles (110,210,310) suitable for place- 
ment within a crotch portion of an undergarment of . 

a wearer, the apparatus being adapted to form arti- 35 
cles (110) comprising: 

(i) a main body (1 30), the main body (1 30) hav- 
ing a first transverse side (1 32), a second trans- 
verse side (134), a first longitudinal side (136), 40 
a second longitudinal side (138), and an imag- 
inary longitudinal centre-line (144); 

(ii) a first flap (126) capable of being folded 
about a first side edge of the crotch portion of 

the wearer's undergarment when the article 45 
(1 1 0) is in use by the wearer, the first flap (1 26) 
projecting from the first longitudinal side (136) 
of the main body (130), the first flap (126) hav- 
ing two longitudinal sides (154,156), each lon- 
gitudinal side (154,156) projecting laterally out- so 
ward from the first longitudinal side (136) of 
said main body (130) intermediate the trans- 
verse sides (132,134) of the main body (130); 

the apparatus characterized in having a cutter 55 
(408) capable of severing a first article (110) and a 
second article (21 0) from a continuous web of ma- 
terial (400,402,404,406), the first article (110) and 



second article (210) being arranged in the web, one 
with respect to the other, such that; 

the second article (21 0) is rotated with respect 
to the first article (110) such that : 

(A) the first longitudinal side (136,236) of 
the main body (130,230) of each of the ar- 
ticles (110,210) faces the first longitudinal 
side (236,136) of the main body (230,130) 
of the other of said articles (210,110), and 

(B) the first transverse side (1 32) of the first 
article (110) is aligned with the second 
transverse side (234) of the second article 
(210), 

(C) the first transverse side (232) of the 
second article (210) is aligned with the sec- 
ond transverse side (1 34) of the first article 
(110), and 

(D) an imaginary line generally parallel to, 
and located in-between, the longitudinal 
centre-lines (144,244) of each of the main 
bodies (130,230) of each of the articles 
(110,210) simultaneously intersects the 
first flap (126,226) of each of the articles 
(110,210). 

8. An apparatus as recited in claim 7, where the cutter 
(408) is further capable of severing the first article 
(1 1 0) and the second article (21 0) from the contin- 
uous web of material (400,402,404,406) arranged 
in the web, one with respect to the other, such that 
one of the longitudinal sides (156) of the first flap 
(1 26) of the first article (1 1 0) is substantiaily in con- 
tact with one of the longitudinal sides (256) of the 
second flap (226) of the second article (21 0). 

9. An apparatus as recited in claim 7 or 8, wherein the 
article (1 1 0) further comprises: 

(iii) a second flap (1 26) projecting from the sec- 
ond longitudinal side (138) of the main body 
(130), the second flap (126) having two longi- 
tudinal sides (158,160), each longitudinal side 
(158,160) projecting laterally outward from the 
second longitudinal side (138) of the main body 
(130)intermediate the transverse sides 
(132,134) of the main body (130); 

wherein said cutter (408) is further capable of sev- 
ering a third article (310) from the continuous web 
of material (400,402,404,406) arranged in the web 
with respect to the second article (21 0) such that: 

(A) the third article (31 0) is rotated with respect 
to the second article (21 0) such that the second 
longitudinal side (238) of the main body (230) 
of the second article (210) faces the second 
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longitudinal side (338) of the main body (330) 
of the third article (310), and 

(B) the first transverse side (232) of the second 
article (210) is aligned with the second trans- 
verse side (334) of the third article (310), and 

(C) the first transverse side (332) of the third 
article (310) is aligned with the second trans- 
verseside (234) of thesecond article (210), and 

(D) an imaginary line generally parallel to, and 
located in-between, the longitudinal centre- 
lines (244,344) of each of the main bodies 
(230,330) of each of the articles (210,310) si- 
multaneously intersects the second flap (228) 
of the second article (21 0) and the second flap 
(328) of the third article (31 0). 

10. An apparatus as recited in claim 9, wherein said cut- 
ter (408) is further capable of severing the second 
article (21 0) and the third article (31 0) arranged one 
with respect to the other such that one of the longi- 
tudinal sides (260) of the second flap (228) of the 
second article (210) is substantially in contact with 
one of the longitudinal sides (360) of the second flap 
(328) of the third article (310). 

1 1 . A method of manufacturing sanitary absorbent arti- 
cles (01 03,01 0b,01 0c,01 Od) suitable for placement 
within a crotch portion of an undergarment of a 
wearer, each article (010) comprising: 

(i) a main body (030), the main body (030) hav- 
ing a first transverse side (032), a second trans- 
verse side (034), a first longitudinal side (036), 
a second longitudinal side (038), and an imag- 
inary longitudinal centre-line (044); 

(ii) a first flap (026) capable of being folded 
about a first side edge of the crotch portion of 
the undergarment, the first flap (026) projecting 
from the first longitudinal side (036) of the main 
body (030); 

(Hi) a second flap (028) capable of being folded 
about a second side edge of the crotch portion 
of the undergarment, the second flap (028) pro- 
jecting from the second longitudinal side (038) 



(A) providing a web (400,402,404,406) includ- 
ing at least one layer of continuous material; 

(B) severing said web (400,402,404,406) to 
5 form a first article (010a) and a second article 

(010b) arranged one with respect to the other 
such that: 

(1 ) at least a portion of the first longitudinal 
10 side (036a) of the main body (030a) of the 

first article (010a) faces at least a portion 
of the second longitudinal side (038b) of 
the main body (030b) of the second article 
(010b); 

15 (2) the first longitudinal side (054a) of the 

first flap (026a) of the first article (010a) is 
substantially in contact with the second 
longitudinal side (060b) of the second fiap 
(028b) of the second article (010b), and 
20 (3) an imaginary line generally parallel to, 

and located in-between, the longitudinal 
centre-lines (044a,044b) of each of the 
main bodies (030a,030b) of each of the ar- 
ticles (010a,010b) simultaneously inter- 
25 sects the first flap (026a) of the first article 

(01 0a) and the second flap (028b) of the 
second article (010b). 

12. A method as recited in claim 1 1 , wherein the second 
30 article (01 0b) is severed from the web of continuous 

material (400,402,404,406) arranged with respect 
to the first article (010a) such that the lateral side 
(040a) of the first flap (026a) of the first article 
(010a) is substantially in contact with the second 
35 longitudinal side (038b) of the main body (030b) of 
the second article (010b). 

13. An apparatus suitable for the manufacture of sani- 
tary absorbent articles (01 0a,01 0b,01 0c,01 Od) suit- 

40 able for placement within a crotch portion of an un- 
dergarment of a wearer, the apparatus being adapt- 
ed to form articles (01 0) comprising: 

(i) a main body (030), the main body (030) hav- 
ing a first transverse side (032), a second trans- 
verse side (034), a first longitudinal side (036), 
a second longitudinal side (038), and an imag- 
inary longitudinal centre-line (044); 

(ii) a first flap (026) capable of being folded 
about a first side edge of the crotch portion of 
the undergarment, the first flap (026) projecting 
from the first longitudinal side (036) of the main 
body (030); 

(iii) a second flap (028) capable of being folded 
about a second side edge of the crotch portion 
of the undergarment, the second flap (028) pro- 
jecting from the second longitudinal side of the 
main body (030); and 



of the main body (030); and 45 

(iv) each of the flaps (026,028) having a first 
longitudinal side (054,058) a second longitudi- 
nal side (056,060) and a lateral side (040,042), 
each longitudinal side (052,054,056,060) of 
each flap (026,028) projecting laterally outward so 
from a longitudinal side (036,038) of the main 
body (030) intermediate the transverse sides 
(032,034) of the main body (030); 

(v) the flaps (026,028) being located substan- 
tially at midpoint between the transverse sides 55 
(032,034); 

comprising the steps of: 
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(iv) each of the flaps (026.028) having a first 
longitudinal side (054,058) and a second longi- 
tudinal side (056,060), each longitudinal side 
(054,055,058,060) of each flap (026,028) pro- 
jecting laterally outward from a longitudinal side 
(036,038) of the main body (030) intermediate 
the transverse sides (032,034) of the main body 
(030); 

(v) the flaps (026,028) being located substan- 
tially at midpoint between the transverse sides 
(032,034); 



(136), eine zweite Langsseite (138) und eine 
imaginare Langsmittellinie (120) hat; 
(B) einen ersten Flugel (126), der urn einen er- 
sten Seitenrand des Schrittteils des Unterwa- 
s schestucks des Benutzers faltbar ist, wenn der 

Gegenstand (110) von dem Benutzer benutzt 
wird, wobei der erste Flugel (126) von der er- 
sten Langsseite (136) des Hauptkorpers (130) 
seltlich vorsteht und der erste Flugel (1 26) zwei 
10 Langsseiten (154, 156) hat, von denen jede 

Langsseite (154, 156) von der ersten Langssei- 
te (136) des Hauptkorpers (130) zwischen den 
Querseiten (132, 134) des Hauptkorpers (130) 
seitlich nach auBen vorsteht, 



the apparatus characterized in having a cutter 
(408) capable of severing a first article (010a) and 
a second article (010b) from a continuous web of 15 
material (400,402,404,406), the first article (010a) 
and second article (010b) being arranged in the 
web, one with respect to the other, such that: 



dadurch gekennzeichnet, dass der erste Flugel 
(1 26) in bezug auf den Hauptkorper (1 30) derart po- 
sition iert ist, dass, wenn 



(A) at least a portion of the first longitudinal side 20 
(036a) of the main body (030a) of the first article 
(010a) faces at least a portion of the second 
longitudinal side (038b) of the main body (030b) 

of the second article (010b); 

(B) the first longitudinal side (054a) of the first 25 
flap (026a) of the first article (01 0a) is substan- 
tially in contact with the second longitudinal 
side (060b) of the second flap (028b) of the sec- 
ond article (010b), and 

(C) ap imaginary line generally parallel to, and 30 
located in-between, the longitudinal centre- 
lines '(044a,044b) of each of the main bodies 
(030a,030b) of each of the articles (01 0a,01 0b) 
simultaneously intersects the firstf lap (026a) of 
the first article (010a) and the second flap 35 
(028b) of the second article (01 0). 

14, An apparatus as recited in claim 13, wherein said 
cutter (408) is further capable of severing the sec- 
ond article (010b) from the web of material 40 
(400,402,404,406) arranged with respect to the first 
article (01 0a) such that the lateral side (040a) of the 
first flap (026a) of the first article (010a) is substan- 
tially in contact with the second longitudinal side 
(038b) of the main body (030b) of the second article 45 
(010b). 

Patentanspruche 

50 

1. Hygienischer Absorptionsgegenstand (110) zum 
Einlegen in einen Schrittteil eines Unterwasche- 
stucks eines Benutzers, wobei der Gegenstand 
(110) umfaBt: 

55 

(A) einen Hauptkorper (130), wobei der Haupt- 
korper (130) eine erste Querseite (132), eine 
zweite Querseite (134), eine erste Langsseite 



(i) zwei der Gegenstande (110, 210) mit ihrer 
Langsseite (136) und ihrer Langsseite (236) 
nebeneinanderliegend angeordnet sind, und 

(ii) einer der Gegenstande (210) in bezug auf 
den anderen der Gegenstande (1 1 0) derart ge- 
dreht ist, dass die erste Langsseite (136, 236) 
des Hauptkorpers (1 30, 230) jedes der Gegen- 
stande (110, 210) der ersten Langsseite (236, 
1 36) des Hauptkorpers (230, 1 30) des anderen 
der Gegenstande (210, 110) zugekehrtist, und, 

(iii) die erste Querseite (132, 232) des Haupt- 
korpers (130, 230) jedes der Gegenstande 
(110, 210) in bezug die zweite Querseite (234, 
1 34) des Hauptkorpers (230, 1 30) des anderen 
der Gegenstande (210, 110) ausgerichtet ist, 
und 

(iv) eine imaginare Linie im allgemeinen paral- 
lel und zwischen den Langsmittellinien (144, 
244) jedes der Hauptkorper (130, 230) jedes 
der Gegenstande (110, 210) gleichzeitig den 
ersten Flugel (126, 226) jedes der Gegenstan- 
de (110, 210) uberschneidet; eine der Langs- 
seiten (156) des ersten Flugels (126) eines der 
Gegenstande (1 1 0) eine der Langsseiten (256) 
des ersten Flugels (226) des anderen der Ge- 
genstande (210) im wesentlichen beruhrt und 
die ersten Flugel (126, 226) jedes der Gegen- 
stande (110, 210) sich nicht uberlappen. 

2. Hygienischer Absorptionsgegenstand (210) nach 
Anspruch 1 , wobei jeder Artikel (210) ferner umfaBt: 

(C) einen zweiten Flugel (228), der urn einen 
zweiten Seitenrand des Schrittteils des Unter- 
waschestucks des Benutzers faltbar ist, wenn 
der Gegenstand (210) von dem Benutzer be- 
nutzt wird, wobei der zweite Flugel (228) von 
der zweiten Langsseite (238) des Hauptkor- 
pers (230) seitlich vorsteht und der zweite Flu- 
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gel (228) zwei Langsseiten (258, 260) hat, von 
denenjede Langsseite (258, 260) von derzwei- 
ten Langsseite (238) des Hauptkorpers (230) 
zwischen den Querseiten (232, 234) des 
Hauptkorpers (230) seitlich nach auBen vor- 5 
steht und der zweite Flugel (228) in bezug auf 
den ersten Hauptkorper (230) derart positio- 
niert ist, dass, wenn 

(i) zwei der Gegenstande (21 0, 31 0) mit ih- 10 
rer Langsseite (238) und ihrer Langsseite 
(338) nebeneinanderliegend angeordnet 
sind und 

(ii) einer der Gegenstande (310) in bezug 

auf den anderen der Gegenstande (210) 15 
derart gedreht ist, dass die zweite Langs- 
seite (238, 338) des Hauptkorpers (230, 
330) jedes der Gegenstande (210, 310) 
der zweiten Langsseite (338, 238) des 
Hauptkorpers (330, 230) des anderen der 20 
Gegenstande (31 0, 21 0) zugekehrt ist, und 

(iii) die erste Querseite (232, 332) des 
Hauptkorpers (230, 330) jedes der Gegen- 
stande (210, 310) in bezug auf die zweite 
Querseite (334, 234) des ersten Hauptkor- 25 
pers (330, 230) des anderen der Gegen- 
stande (310, 210) ausgerichtet ist und 

(iv) eine imaginare Linie im allgemeinen 
parallel zu und zwischen den Langsmittel- 
linien (244, 344) jedes der Hauptkorper 30 
(230, 330) jedes der Gegenstande (210, 
310) gleichzeitig den zweiten Flugel (228, 
328) jedes der Gegenstande (210, 310) 
uberschneidet; 

35 

eine der Langsseiten (260) des zweiten Flugels . 
(228) eines der Gegenstande (210) eine der 
Langsseiten (360) des zweiten Flugels (328) 
des anderen der Gegenstande (310) im we- 
sentlichen beriihrt, und 40 
die zweiten Flugel (228, 328) jedes der Gegen- 4. 
stande (210, 310) sich nicht uberlappen. 

Verfahren zum Herstellen von hygienischen Ab- 
sorptionsgegenstanden (110), die in einen Schritteil 45 
eines Unterwaschestiicks eines Benutzers einleg- 
bar sind, wobei jeder Gegenstand (110) umfaBt: 

(i) einen Hauptkorper (130), wobei der Haupt- 
korper (130) eine erste Querseite (132) eine so 5. 
zweite Querseite (134), eine erste Langsseite 

(136), eine zweite Langsseite (136) und eine 
imaginare Langsmittellinie (144) hat; und 

(ii) einen ersten Flugel (126), der urn einen er- 
sten Seitenrand des Schrittteils des Unterwa- 55 
schestucks des Benutzers faltbar ist, wenn der 
Gegenstand (110) von dem Benutzer benutzt 
wird, wobei der erste Flugel (126) von der er- 



sten Langsseite (136) des Hauptkorpers (130) 
seitlich vorsteht, und der erste Flugel (126) 
zwei Langsseiten (154, 156) hat, von denen je- 
de Langsseite (1 54, 1 56) von der ersten Langs- 
seite (136) des Hauptkorpers (130) zwischen 
den Querseiten (132, 134) des Hauptkorpers 
(130) seitlich nach auBen vorsteht; 

umfassend die Schritte: 

(A) Bereitstellen einer Bahn aus mindestens ei- 
ner Schicht kontinuierlichen Materials (400, 
402, 404, 406); 

(B) Abschneiden eines ersten Gegenstandes 

(110) und eines zweiten Gegenstandes (210) 
von der Bahn (400, 402, 404, 406), wobei die 
Gegenstande in bezug zueinander derart an- 
geordnet werden, dass 

(1) der zweite Gegenstand (210) in bezug 
auf den ersten Gegenstand (110) derart 
gedreht wird, dass die erste Langsseite 
(1 36, 236) des Hauptkorpers (1 30, 230) je- 
des der Gegenstande (1 1 0, 21 0) der ersten 
Langsseite (236, 136) des Hauptkorpers 
(230, 130) des anderen der Gegenstande 
(210, 110) zugekehrt ist, und 

(2) die erste Querseite (1 32, 232) jedes der 
Gegenstande (110, 210) gegenuber der 
zweiten Querseite (234, 134) des anderen 
der Gegenstande (210, 110) ausgerichtet 
wird, und 

(3) eine imaginare Linie im allgemeinen 
parallel zu und zwischen den Langsmittel- 
linien (144, 244) jedes der Hauptkorper 
(130, 230) jedes der Gegenstande (110, 
210) gleichzeitig den ersten Flugel (126, 
226) jedes der Gegenstande (110, 210) 
uberschneidet. 

Verfahren nach Anspruch 3, wobei der zweite Ge- 
genstand (210) von der Bahn (400, 02, 404, 406) 
abgetrennt wird und in bezug auf den ersten Ge- 
genstand (110) derart angeordnet wird, dass eine 
der Langsseiten (256) des ersten Flugels (226) des 
zweiten Gegenstandes (210) eine der Langsseiten 
(156) des ersten Flugels (126) des ersten Gegen- 
standes (110) im wesentlichen beriihrt. 

Verfahren nach Anspruch 3 Oder 4, wobei der Ge- 
genstand (110) ferner umfaBt: 

(111) einen zweiten Flugel (126), der urn einen 
zweiten Seitenrand des Schrittteils des Unter- 
waschestucks des Benutzers faltbar ist, wenn 
der Gegenstand (110) von dem Benutzer be- 
nutzt wird, wobei der zweite Flugel (128) von 
der zweiten Langsseite (138) des Hauptkor- 
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pers (130) seitlich vorsteht und der zweite Flu- 
gel (128) zwei Langsseiten (158, 160) hat, von 
denen jede Langsseite (1 58, 1 60) von der zwel- 
ten Langsseite (138) des Hauptkorpers (130) 
zwischen den Querselten (132, 134) des s 
Hauptkorpers (130) seitlich nach auBen vor- 
steht; 

ferner umfassend die Schritte: 

10 

(C) Abtrennen eines dritten Gegenstandes 
(310) von der Bahn, der in bezug auf den zwei- 
ten Gegenstand (210) derart angeordnet wird, 
dass 

15 

(1) der dritte Gegenstand (310) in bezug 
auf den zweiten Gegenstand (210) derart 
gedreht wird, dass die zweite Langsseite 
(238) des Hauptkorpers (230) des zweiten 
Gegenstandes (210) der zweiten Langs- 20 
seite (338) des Hauptkorpers (330) des 
dritten Gegenstandes (310) zugekehrt ist, 
und 

(2) die erste Querseite (232) des zweiten 
Gegenstandes (21 0) gegenuber der zwei- 25 
ten Querseite (234) des dritten Gegenstan- 
des (310) ausgerichtet ist, und 

(3) die erste Querseite (332) des dritten 
Gegenstandes (310) gegenuber der zwei- 
ten Querseite (234) des zweiten Gegen- 30 
standes (210) ausgerichtet ist, und 

(4) eine imaginare Linie im allgemeinen 
parallel zu und zwischen den Langsmittel- 
linien (244, 344) jedes der Hauptkorper 
(230, 330) jedes der Gegenstande (210, 35 
310) gleichzeitig den zweiten Flugel (228) 
des zweiten Gegenstandes (210) und den 
zweiten Flugel (328) des dritten Gegen- 
standes (310) uberschneidet. 

40 

6. Verfahren nach Anspruch 5, wobei der dritte Ge- 
genstand (310) von der Bahn (400, 402, 404, 406) 
abgetrennt wird und in bezug auf den zweiten Ge- 
genstand (210) derart angeordnet wird, dass eine 
der Langsseiten (360) des zweiten Flugels (328) 45 
des dritten Gegenstandes (310) eine der Langssei- 
ten (260) des zweiten Flugels (228) des zweiten 
Gegenstandes (210) im wesentlichen beruhtt 

7. Vorrichtung zur Herstellung von hygienischen Ab- so 
sorptionsgegenstanden (110, 210, 310), die in ei- 
nen Schrittteil eines Unterwaschestucks eines Be- 
nutzers einlegbar sind, wobei die Vorrichtung zur 
Herstellung der Gegenstande (110) wie folgt ange- 
paBt ist und umfaBt: 55 

(i) einen Hauptkorper (130), wobei der Haupt- 
korper (130) eine erste Querseite (132), eine 



zweite Querseite (134), eine erste Langsseite 
(136), eine zweite Langsseite (138) und eine 
imaginare Langsmittel linie (144) hat; 
(ii) einen ersten Flugel (126), der urn einen er- 
sten Seitenrand des Schrittteils des Unterwa- 
schestucks eines Benutzers faltbar ist, wenn 
der Gegenstand (110) von dem Benutzer be- 
nutzt wird, wobei der erste Flugel (1 26) von der 
ersten Langsseite (136) des Hauptkorpers 
(130) vorsteht und der erste Flugel (126) zwei 
Langsseiten (154, 156) hat, von denen jede 
Langsseite (154, 156) von der ersten Langssei- 
te (1 36) des Hauptkorpers (1 30) zwischen den 
Querseiten (132, 134) des Hauptkorpers (130) 
seitlich nach auBen vorsteht; 

wobei die Vorrichtung gekennzeichnet ist durch 

eine Schneidvorrichtung (408), mit weicher ein er- 
ster Gegenstand (110) und ein zwerter Gegenstand 
(21 0) von einer kontinuierlichen Materialbahn (400, 
402, 404, 406) abtrennbar sind, und der erste Ge- 
genstand (110) und der zweite Gegenstand (210) 
in der Bahn in bezug aufeinander derart angeordnet 
sind, dass, 

der zweite Gegenstand (210) in bezug auf den er- 
sten Gegenstand (110) so gedreht wird, dass: 

(A) die erste Langsseite (136, 236) des Haupt- 
korpers (130, 230) jedes der Gegenstande 
(110,210) der ersten Langsseite (236, 1 36) des 
Hauptkorpers (230, 130) des anderen der Ge- 
genstande (210, 110) zugekehrt ist, und 

(B) die erste Querseite (132) des ersten Ge- 
genstandes (110) gegenuber der zweiten 
Querseite (234) des zweiten Gegenstandes 
(21 0) ausgerichtet ist, 

(C) die erste Querseite (232) des zweiten Ge- 
genstandes (210) gegenuber der zweiten 
Querseite (134) des ersten Gegenstandes 
(110) ausgerichtet ist, und 

(D) eine imaginare Linie im allgemeinen paral- 
lel zu und zwischen den Langsmittellinien (1 44, 
244) jedes der Hauptkorper (133, 230) jedes 
der Gegenstande (110, 210) gleichzeitig den 
ersten Flugel (126, 226) jedes der Gegenstan- 
de (110, 210) uberschneidet. 

8. Vorrichtung nach Anspruch 7; wobei die Schneid- 
vorrichtung (408) ferner zum Abtrennen des ersten 
Gegenstandes (110) und des zweiten Gegenstan- 
des (210) von der kontinuierlichen Materialbahn 
(400, 402, 404, 406) geeignet ist, die in der Bahn in 
bezug zueinander derart angeordnet sind, dass ei- 
ne der Langsseiten (156) des ersten Flugels (126) 
des ersten Gegenstandes (110) eine der Langssei- 
ten (256) des zweiten Flugels (226) des zweiten 
Gegenstandes (210) im wesentlichen beruhrt. 



21 



41 



EP0 967 950 B1 



42 



9. Vorrichtung nach Anspruch 7 Oder 8, wobei der Ge- 
genstand (110) ferner umfaBt 

(iii) Einen zweiten Flugel (126) der von der 
zweiten Langsseite (138) des Hauptkorpers 5 
(130) vorsteht, wobei der zweite Flugel (126) 
zwei Langsseiten (158, 1 60) hat, von denen je- 
de Langsseite (158, 160) von der zweiten 
Langsseite (138) des Hauptkorpers (130) zwi- 
schen den Querseiten (132, 134) des Haupt- 10 
korpers (130) seitlich nach auBen vorsteht; 

wobei mit der Schneidvorrichtung (408) ein dritter 
Gegenstand (310) von der kontinuierlichen Materi- 
albahn (400, 402, 404, 406) abtrennbar ist und in 15 
bezug auf den zweiten Gegenstand (210) in der 
Bahn derart angeordnet ist, dass: 

(A) der dritte Gegenstand (310) in bezug auf 
den zweiten Gegenstand (210) derart gedreht 20 
ist, dass die zweite Langsseite (238) des 
Hauptkorpers (230) des zweiten Gegenstan- 
des (210) der zweiten Langsseite (338) des 
Hauptkorpers (330) des dritten Gegenstandes 

(31 0) zugekehrt ist, und 25 

(B) die erste Querseite (332) des zweiten Ge- 
genstandes (21 0) in bezug auf die zweite Quer- 
seite (334) des dritten Gegenstandes (310) 
ausgerichtet ist, und 

(C) die erste Querseite (332) des dritten Ge- 30 
genstandes (310) zu der zweiten Querseite 
(234) des zweiten Gegenstandes (210) ausge- 
richtet ist, und 

(D) eine imaginare Linie im allgemeinen paral- 
lel zu und zwischen den Langsmittellinien (244, 35 
344) jedes der Hauptkorper (230, 330) jedes 
der Gegenstande (210, 310) den zweiten Flu- 
gel (228) des zweiten Gegenstandes (21 0) und 
den zweiten Flugel (328) des dritten Gegen- 
standes (310) im wesentlichen uberschneidet. 40 

10. Vorrichtung nach Anspruch 9, wobei mit der 
Schneidvorrichtung (408) ferner der zweite Gegen- 
stand (210) und der dritte Gegenstand (310) ab- 
schneidbar sind, die zueinander derart angeordnet 45 
sind, dass eine der Langsseiten (260) des zweiten 
Flugels (228) des zweiten Gegenstandes (21 0) ei- 
ne der Langsseiten (360) des zweiten Flugels (328) 
des dritten Gegenstandes (310) im wesentlichen 
beruhrt. so 

11. Verfahren zum Herstellen von hygienischen Ab- 
sorptionsgegenstanden (010a, 010b, 010c, 01 Od), 
die in einen Schrittteil eines Unterwaschestucks ei- 
nes Benutzers einlegbar sind, 55 

wobei jeder Gegenstand (01 0) umfaBt: 

(i) einen Hauptkorper (030), wobei der Haupt- 



korper (030) eine erste Querseite (032), eine 
zweite Querseite (034), eine erste Langsseite 
(036), eine zweite Langsseite (038) und eine 
imaginare Langsmittellinie (044) hat; 

(ii) einen ersten Flugel (026), der urn einen er- 
sten Seitenrand des Schrittteils des Unterwa- 
schestucks faltbar ist, wobei der erste Flugel 
(026) von der ersten Langsseite (036) des 
Hauptkorpers (030) vorsteht; 

(iii) einen zweiten Flugel (028) urn einen zwei- 
ten Rand des Schrittteils des Unterwasche- 
stucks faltbar ist, wobei der zweite Flugel (028) 
von der zweiten Langsseite (038) des Haupt- 
korpers (030) vorsteht; und 

(iv) jeder der Flugel (026, 028) eine erste 
Langsseite (054, 058), eine zweite Langsseite 
(056, 060) und eine AuBenseite (040, 042) hat, 
wobei jede Langsseite (052, 054, 056, 060) je- 
des Flugels (026, 028) von einer Langsseite 
(036, 038) des Hauptkorpers (030) zwischen 
den Querseiten (032, 034) des Hauptkorpers 
(030) seitlich nach auBen vorsteht; 

(v) die Flugel (026, 028) im wesentlichen in der 
Mitte zwischen den Querseiten (032, 034) an- 
geordnet sind; 

umfassend die Schritte: 

(A) Bereitstellen einer Bahn (400, 404, 404, 
406), die mindestens eine Schicht kontinuierli- 
chen Materials umfaBt; 

(B) Abtrennen der Bahn (400, 404, 404, 406), 
urn einen ersten Gegenstand (01 0a) und einen 
zweiten Gegenstand (010b) zu formen, die in 
bezug aufeinander derart angeordnet sind, 
dass 

(1) mindestens ein Teil der ersten Langs- 
seite (036a) des Hauptkorpers (030a) des 
ersten Gegenstandes (010a) mindestens 
einem Teil der zweiten Langsseite (038b) 
des Hauptkorpers (030b) des zweiten Ge- 
genstandes (010b) zugekehrt ist; 

(2) die erste Langsseite (054a) des ersten 
Flugels (026a) des ersten Gegenstandes 
(010a) die zweite Langsseite (060b) des 
zweiten Flugels (028b) des zweiten Ge- 
genstandes (010b) im wesentlichen be- 
ruhrt, und 

(3) eine imaginare Linie im allgemeinen 
parallel zu und zwischen den Langsmittel- 
linien (044a, 044b) jedes der Hauptkorper 
(030a, 030b) jedes der Gegenstande 
(010a, 010b) den ersten Flugel (026a) des 
ersten Gegenstandes (010a) und den 
zweiten Flugel (028b) des zweiten Gegen- 
standes (010b) gleichzeitig uberschneidet. 
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12. Verfahren nach Anspruch 11 , wobei der zweite Ge- 
genstand von der kontinuierlichen Materialbahn 
(400, 402, 404, 406) abgetrennt wird und in bezug 
auf den ersten Gegenstand (010a) derart angeord- 
net wird, dass die AuBenseite (040a) des ersten 
Flugels (026a) des ersten Gegenstandes (01 Oa) die 
zweite Langsseite (038b) des Hauptgegenstandes 
(030b) des zweiten Gegenstandes (010b) im we- 
sentlichen beruhrt. 

13. Vorrichtung, die zur Herstellung hygienischer Ab- 
sorptionsgegenstande (010a, 010b, 010c, 01 Od) 
geeignet ist, die in einen Schhttteil eines Unterwa- 
schestucks eines Benutzers einlegbar sind, wobei 
die Vorrichtung angepaBt ist, um die Gegenstande 
(010) zu formen, bestehend aus: 

(i) einem Hauptkorper (030), wobei der Haupt- 
korper (030) eine erste Querseite (032), eine 
zweite Querseite (034), eine erste Langsseite 
(036), eine zweite Langsseite (038) und eine 
imaginare Langsmittellinie (0449 hat; 

(ii) einem ersten Flugel (026), der um einen er- 
sten Seitenrand des Schrittteils des Unterwa- 
schestucks faltbar ist, wobei der erste Flugel 
(026) von der ersten Langsseite (036) des 
Hauptkorpers (030) vorsteht; 

(iii) einem zweiten Flugel (028), der um einen 
zweiten Rand des Schrittteils des Unterwa- 
schestucks faltbar ist, wobei der zweite Flugel 
(028) von der zweiten Langsseite des Haupt- 
korpers (030) vorsteht; und 

(iv) jeder der Flugel (026, 028) eine erste 
Langsseite (054, 058) und eine zweite Langs- 
seite (056 060) hat, von denen jede Langsseite 
(054, 056, 058, 060) jedes Flugels (026, 028) 
von einer Langsseite (036, 038) des Hauptkor- 
pers (030) zwischen den Querseiten (032, 034) 
des Hauptkorpers (030) seltlich nach auBen 
vorsteht; 

(v) die Flugel (026, 028) im wesentlichen in der 
Mitte zwischen den Querseiten (032, 034) an- 
geordnet sind; wobei 

die Vorrichtung gekennzeichnet ist durch eine 
Schneidvorrichtung (408) mittels welcher ein erster 
Gegenstand (010a) und ein zweiter Gegenstand 
(010b) von einer kontinuierlichen Materialbahn 
(400, 402, 404, 406) abtrennbar sind, wobei der er- 
ste Gegenstand (10a) und der zweite Gegenstand 
(01 0b) in der Bahn in bezug aufeinander derart an- 
geordnet sind, dass: 

(A) mindestens ein Teil der ersten Langsseite 
(036a) des Hauptkorpers (030a) des ersten 
Gegenstandes (010a) mindestens einen Teil 
der zweiten Langsseite (038b) des Hauptkor- 
pers (0303b) des zweiten Gegenstandes 



(010b) zugekehrt ist; 

(B) die erste Langsseite (054a) des ersten Flu- 
gels (026a)des ersten Genstandes (101a) die 
zweite Langsseite (060b) des zweiten Flugels 

s (28b) des zweiten Gegenstandes (01 0b) im we- 

sentlichen beruhrt, und 

(C) eine imaginare Linie im allgemeinen paral- 
lel zu und zwischen den Langsmittellinien 
(044a, 044b) jedes der Hauptkorper (030a, 

10 030b) jedes der Gegenstande (010a, 010b) 

den ersten Flugel (026a) des ersten Gegen- 
standes (010a) und es den zweiten Flugel 
(028b) des zweiten Gegenstandes (010) 
gleichzeitig uberschneidet. 

15 

14. Vorrichtung nach Anspruch 13, wobei mittels der 
Schneidvorrichtung (408) ferner der zweite Gegen- 
stand (010b) von der Materialbahn (400, 402, 404, 
406) abtrennbar ist und in bezug auf den ersten Ge- 
20 genstand (01 0a) derart angeordnet ist, dass die Au- 
Benseite (040a) des ersten Flugels (026a) des er- 
sten Gegenstandes (010a) die zweit Langsseite 
(038b) des Hauptkorpers (030b) des zweiten Ge- . 
genstandes (010b) im wesentlichen beruhrt. 

25 

Revendications 

1 . Article hygtenique absorbant (110) adapte pour etre 
30 piac§ k I'interieur d'une partie d'entrejambe d'un 
sous-vetement d'une personne qui le porte, I'article 
(110) comprenant : 

(A) un corps principal (130), ledit corps princi- 

35 pal (1 30) comprenant un premier c6t§ transver- 

sal (132), un second cote transversal (134), un 
premier cote longitudinal (136), un second c6te 
longitudinal (1 38), et une ligne centrale longitu- 
dinale imaginaire (144) ; 

40 (B) un premier rabat (126) pouvant etre plie 

autour d'un premier bord lateral de la partie 
d'entrejambe du sous-vetement de la personne 
qui le porte, iorsque I'article (110) est utilise par 
la personne qui le porte, ledit premier rabat 

45 (1 26) faisant saillie de manfere laterale a partir 

du premier c6te longitudinal (136) dudit corps 
principal (130), ledit premier rabat (126) ayant 
deux cotes longitudinaux (154, 156), chaque 
cote longitudinal (154, 156) faisant saillie de 

50 manfere laterale vers I'exterieur k partir du pre- 

mier cote longitudinal (136) dudit corps princi- 
pal (130) entre les cotes transversaux (132, 
134) dudit corps principal (130) ; 

55 caracterise en ce que ledit premier rabat 

(126) est positionnS par rapport audit corps princi- 
pal (130) de telle sorte que iorsque : 
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(i) deux des articles (110,210) sont places cote 
longitudinal (136) parcdte longitudinal (236), et 

(ii) I'un des articles (21 0) est pivots par rapport 
k I'autre des articles (1 1 0) de telle sorte que le 
premier c6te longitudinal (136, 236) dudit corps $ 
principal (130, 230) de chacun des articles 
(110, 210) soit tourn§ vers le premier cote lon- 
gitudinal (236, 136) dudit corps principal (230, 
130) de I'autre des articles (210, 110), et 

(iii) le premier cote transversal (132, 232) dudit 10 
corps principal (130, 230) de chacun des arti- 
cles (110, 210) est align6 avec le second cote 
transversal (234, 134) dudit corps principal 
(230, 130) de I'autre des articles (210, 110), et 

(iv) une ligne imaginaire generalement parallfc- *5 
le k et situ6e entre les lignes centrales iongitu- 
dinales (144, 244) de chacun desdits corps 
principaux (130, 230) de chacun des articles 
(110, 210) croise de manfere simultanee ledit 
premier rabat (1 26, 226) de chacun des articles 20 
(110,210); 

Tun des cotes longitudinaux (156) dudit pre- 
mier rabat (126) de Tun des articles (110) vienne 
sensiblement en contact avec i'un des cotes longi- 25 
tudinaux (256) dudit premier rabat (226) de I'autre 
des articles (210), et 

lesdits premiers rabats (126, 226) de chacun 
des articles (110, 210) ne se chevauchent pas. 

30 

Article hygienique absorbant (210) selon la reven- 
dication 1, chaque article (210) comprenant en 
outre : 

(C) un second rabat (228) pouvant §tre pli6 35 
autour d'un second bord lateral de la partie. 
d'entrejambe du sous-v6tement de la personne 
qui le porte lorsque I'article (21 0) est utilise par 
la personne qui le porte, ledit second rabat 
(228) faisant saillie de mantere laterale k partir 40 
du second cote longitudinal (238) dudit corps 
principal (230), ledit second rabat (228) ayant 
deux cotes longitudinaux (258, 260), chaque 
cote longitudinal (258, 260) faisant saillie de 
manure laterale vers I'exterieur k partir du se- 
cond c6te longitudinal (238) dudit corps princi- 
pal (230) entre les cotes transversaux (232, 
234) dudit corps principal (230) ; et ledit second 
rabat (228) 6tant positionn§ par rapport audit 
corps principal (230) de telle sorte que lorsque : so 

(i) deux des articles (210, 310) sont places 
cote longitudinal (238) par cote longitudinal 
(338), et 

(ii) Tun des articles (31 0) est pivote par rap- 55 
port k I'autre desdits articles (210) de telle 
sorte que le second cdte longitudinal (238, 
338) dudit corps principal (230, 330) de 



chacun des articles (210, 310) soit tounte 
vers le second c6te longitudinal (338, 238) 
dudit corps principal (330, 230) de I'autre 
des articles (310, 210), et 

(iii) le premier cdte transversal (232, 332) 
dudit corps principal (230, 330) de chacun 
des articles (210, 310) est aligns avec le 
second cote transversal (334, 234) dudit 
corps principal (330, 230) de I'autre des ar- 
ticles (310, 210), et 

(iv) une ligne imaginaire generalement pa- 
rall&le k et se trouvant entre les lignes cen- 
trales longitudinaies (244, 344) de chacun 
desdits corps principaux (230, 330) de cha- 
cun des articles (210, 310) croise de ma- 
nure simultanee ledit second rabat (228, 
328) de chacun des articles (210, 310) ; 

I'un des cotes longitudinaux (260) dudit 
second rabat (228) de I'un des articles (210) 
vienne sensiblement en contact avec I'un des 
cotes longitudinaux (360) dudit second rabat 
(328) de I'autre des articles (310), et 

lesdits seconds rabats (228, 328) de cha- 
cun des articles (210, 310) ne se chevauchent 
pas. 

3. Proc6d6 de fabrication d'articles hygi6niques ab- 
sorbants (1 1 0) adaptes pour etre places a I'interieur 
d'une partie d'entrejambe d'un sous-vetement 
d'une personne qui le porte, chaque article (110) 
comprenant : 

(i) un corps principal (130), le corps principal 
(130) ayant un premier cdte transversal (132), 
un second cote transversal (134), un premier 
cote longitudinal (136), un second cote longitu- 
dinal (138), et une ligne centrale iongitudinale 
imaginaire (144) ; et 

(ii) un premier rabat (126) pouvant etre pli6 
autour d'un premier bord lateral de la partie 
d'entrejambe du sous-vetement de la personne 
qui le porte, lorsque I'article (110) est utilise par 
la personne qui le porte, le premier rabat (1 26) 
faisant saillie de maniere laterale k partir du 
premier cdte longitudinal (136) du corps princi- 
pal (130), le premier rabat (126) ayant deux co- 
tes longitudinaux (154, 156), chaque cote lon- 
gitudinal (154, 156) faisant saillie de maniere 
laterale vers I'exterieur k partir du premier c6te 
longitudinal (136) dudit corps principal (130) 
entre les cotes transversaux (132, 134) dudit 
corps principal (130) ; 

comprenant les 6tapes consistant k : 

(A) foumir une bande d'au moins une couche 
de materiau continu (400, 402, 404, 406) ; 
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(B) s6parer de la bande (400, 402, 404, 406) 
un premier article (110) et un deuxfeme article 
(21 0) disposes I'un par rapport a I'autre de telle 
sorte que : 

5 

(1 ) le deuxfeme article (21 0) soit pivote par 
rapport au premier article (110) de telle sor- 
te que le premier cote longitudinal (136, 
236) du corps principal (130, 230) de cha- 
cun des articles (110,210) soit tourne vers 10 
le premier cote longitudinal (236, 136) du 
corps principal (230, 130) de I'autre des ar- 
ticles (210, 110), et 

(2) le premier cote transversal (132, 232) 

de chacun des articles (110, 210) soit ali- *5 
gn6 avec le second cote transversal (234, 
134) de I'autre des articles (210, 110), et 

(3) une ligne imaginaire generalement pa- 
rallel a et situee entre ies lignes centrales 
longitudinales (144, 244) de chacun des 20 
corps principaux (130, 230) de chacun des 
articles (110,210) croise de maniere slmul- 
tanee le premier rabat (126, 226) de cha- 
cun des articles (110, 210). 

25 6. 

4. Procede selon la revendication 3, dans lequel le 
deuxieme article (210) est sepate de la bande (400, 
402, 404, 406) disposee par rapport au premier ar- 
ticle (110) de telle sorte que I'un des cotes longitu- 
dinaux (256) du premier rabat (226) du deuxieme 30 
article (210) vienne sensiblement en contact avec 
I'un des cotes longitudinaux (156) du premier xabat 
(126) du premier article (110). 

; 7. 

5. Procede selon la revendication 3 ou 4, rarticle (11 0) 35 
comprenant egalement : 

(iii) un deuxieme rabat (126) pouvant etre plie 
autour d'un second bord lateral de la partie 
d'entrejambe du sous-vetement de la personne 40 
qui le porte, lorsque I' article (110) est utilise par 
la personne qui le porte, le second rabat (128) 
faisant saillie de maniere laterale a partir du se- 
cond cote longitudinal (138) du corps principal 
(130), le second rabat (128) ayant deux cotes 45 
longitudinaux (158, 160), chaque c6te longitu- 
dinal (158, 160) faisant saillie de maniere late- 
rale vers I'exterieur a partir du second cote lon- 
gitudinal (138) du corps principal (130) entre 
Ies c6tes transversaux (1 32, 1 34) du corps prin- so 
cipal (130) ; 

comprenant 6galement Ies etapes consistant 

a: 

55 

(C) separer de la bande un troisieme article 
(310) dispose par rapport au deuxifcme article 
(210) de sorte que : 



(1) le troisieme article (31 0) soit pivote par 
rapport au deuxieme article (210) de telle 
sorte que le second c6te longitudinal (238) 
du corps principal (230) du deuxieme arti- 
cle (210) soit tourne vers le second cote 
longitudinal (338) du corps principal (330) 
du troisieme article (310), et 

(2) le premier cote transversal (232) du 
deuxi&me article (210) soit aligns avec le 
second c6te transversal (334) du troisfeme 
article (310), et 

(3) le premier cote transversal (332) du troi- 
sieme article (310) soit align§ avec le se- 
cond c6te transversal (234) du deuxieme 
article (210), et 

(4) une ligne imaginaire generalement pa- 
rallel a et situee entre Ies lignes centrales 
longitudinales (244, 344) de chacun des 
corps principaux (230, 330) de chacun des 
articles (210, 31 0) croise de maniere simul- 
tanee le second rabat (228) du deuxieme 
article (210) et le second rabat (328) du 
troisieme article (310). 

Procede selon la revendication 5, dans lequel le 
troisieme article (310) ests6pare de la bande (400, 
402, 404, 406) dispos§e par rapport au deuxieme 
article (110) de telle sorte que I'un des cdtes longi- 
tudinaux (360) du second rabat (328) du troisieme 
article (310) vienne sensiblement en contact avec 
I'un des cotes longitudinaux (260) du second rabat 
(228) du second article (210). 

Appareil pour la fabrication d'articles hygieniques 
absorbants (110,210,310) adaptes pour §tre place 
a I'interieur d'une partie d'entrejambe d'un sous-ve- 
tement d'une personne qui le porte, Pappareil etant 
adapts pour f ormer des articles (1 1 0) comprenant : 

(i) un corps principal (130), le corps principal 
(130) ayant un premier cote transversal (132), 
un second cote transversal (134), un premier 
cote longitudinal (136), un second cote longitu- 
dinal (138), et une ligne centraie longitudinale 
imaginaire (144) ; 

(ii) un premier rabat (126) pouvant etre pli§ 
autour d'un premier bord lateral de la partie 
d'entrejambe du sous-vetement de la personne 
qui le porte, lorsque Particle (1 1 0) est utilise par 
la personne qui le porte, le premier rabat (126) 
faisant saillie de maniere laterale a partir du 
premier cote longitudinal (136) du corps princi- 
pal (130), le premier rabat (126) ayant deux co- 
tes longitudinaux (154, 156), chaque cote lon- 
gitudinal (154, 156) faisant saillie de maniere 
laterale vers I'exterieur a partir du premier cote 
longitudinal (136) dudit corps principal (130) 
entre Ies cotes transversaux (132, 134) du 
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corps principal (130) ; 

I'appareil etant caracterise en ce qu'il com- 
prend une coupeuse (408) pouvant separer un pre- 
mier article (1 1 0) et un deuxieme article (21 0) dune 5 
bande continue de materiau (400, 402, 404, 406), 
le premier article (110) et le deuxieme article (21 0) 
etant agences dans la bande Tun par rapport k 
Pautre, de sorte que : 

10 

(A) le deuxieme article (21 0) soit pivote par rap- 
port au premier article (110) de telle sorte que 
le premier cdte longitudinal (136,236) du corps 
principal (130, 230) de chacun des articles 
(110, 210) soit tourne vers le premier cote Ion- ^ 
gitudinal (236, 136) du corps principal (230, 
130) de Pautre des articles (210, 110), et 

(B) le premier cote transversal (232) du premier 
article (110) soit aligne avec le second cote 
transversal (234) du deuxieme article (210), 20 

(C) le premier cote transversal (232) du deuxie- 
me article (210) soit aligne avec le second cote 
transversal (134) du deuxieme article (110), et 

(D) une ligne imaginaire generalement paralle- 

le a et situee entre les lignes centrales longitu- 25 
dinales (144, 244) de chacun desdits corps 
principaux (130, 230) de chacun des articles 
(110, 210) croise de maniere simultanee ledit 
premier rabat (1 26, 226) de chacun des articles 
(110,210). 30 

8. Appareil selon ia revendication 7, dans lequel la 
coupeuse (408) peut egalement separer le premier 
article (1 1 0) et le deuxieme article (21 0) de la bande 
continue de materiau (400, 402, 404, 406) agences 35 
dans la bando Pun par rapport k Pautre, de sorte q ue 

Pun des cotes longitudinaux (1 56) dudit premier ra- 
bat (126) du premier article (110) vienne sensible- 
ment en contact avec Pun des cotes longitudinaux 
(256) du deuxieme rabat (226) du deuxieme article 40 
(210). 

9. Appareil selon la revendication 7 ou 8, dans lequel 
Particle (110) comprend egalement : 

45 

(iii) un second rabat (1 26) faisant saillie k partir 
du second cote longitudinal (1 38) du corps prin- 
cipal (130), ie second rabat (126) ayant deux 
cotes longitudinaux (158, 160), chaque cote 
longitudinal (1 58, 1 60) faisant saillie de manie- so 
re laterale vers I'exterieu r k partir du second co- 
te lonqitudinal (138) du corps principal (130) 
entre les cdtes transversaux (132, 134) du 
corps principal (130) ; 

55 

dans lequel ladite coupeuse (408) peut ega- 
lement separer un troisieme article (310) de la ban- 
de continue de materiau (400, 402, 404, 406) agen- 



ce dans la bande, par rapport au deuxieme article 
(210) de sorte que: 

(A) le troisieme article (31 0) soit pivote par rap- 
port au deuxieme article (21 0) de telle sorte que 
le second cote longitudinal (238) du corps prin- 
cipal (230) du deuxieme article (21 0) soit tourne 
vers le second cote longitudinal (338) du corps 
principal (330) du troisieme article (310), et 

(B) le premier cote transversal (232) du deuxie- 
me article (21 0) soit aligne avec le second cote 
transversal (334) du troisieme article (310), et 

(C) le premier cdte transversal (332) du troisie- 
me article (31 0) soit aligne avec le second cdte 
transversal (234) du deuxieme article (210), et 

(D) une ligne imaginaire generalement paralle- 
le k et situee entre les lignes centrales longitu- 
dinales (244, 344) de chacun des corps princi- 
paux (230, 330) de chacun des articles (210, 
310) croise de maniere simultanee le second 
rabat (228) du deuxieme article (210) et le se- 
cond rabat (328) du troisieme article (310). 

10. Appareil selon la revendication 9, dans lequel ladite 
coupeuse (408) peut egalement separer le deuxie- 
me article (2 1 0) et le troisieme article (3 1 0) agences 
Pun par rapport k Pautre de sorte que Pun des cotes 
longitudinaux (260) dudit second rabat (228) de Pun 
des articles (210) vienne sensiblement en contact 
avec Pun des cotes longitudinaux (360) dudit se- 
cond rabat (328) de Pautre des articles (310). 

11. Procede de fabrication d'articles hygieniques ab- 
sorbants (010a, 010b, Q10c, 01 Od) adaptes pour 
etre places k I'interieur dune partie d'entrejambe 
d'un sons-vetement dune personne qui le porte, 
chaque article (110) comprenant : 

(i) un corps principal (030), le corps principal 
(030) ayant un premier cote transversal (032), 
un second cote transversal (034), un premier 
cdte longitudinal (036), un second cdte longitu- 
dinal (038), et une ligne centrale longitudinale 
imaginaire (044) ; et 

(ii) un premier rabat (026) pouvant etre plie 
autour d'un premier bord lateral de la partie 
d'entrejambe du soul-vetement, le premier ra- 
bat (026) faisant saillie de maniere laterale a 
partir du premier cdte longitudinal (036) du 
corps principal (030) ; 

(iii) un second rabat (028) pouvant etre pile 
autour d'un second bord lateral de la partie 
d'entrejambe du sous-vetement, le second ra- 
bat (028) faisant saillie de maniere laterale a 
partir du premier cdte longitudinal (038) du 
corps principal (030) ; et 

(iv) chacun des rabats (026, 028) ayant un pre- 
mier cdte longitudinal (054, 058), un second cd- 
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te longitudinal (056, 060) et un cote lateral (040, 
042), chaque c6te longitudinal (052, 054, 056, 
060) do chaque rabat (026, 028), faisant saillie 
de maniere laterale vers I'exterieur a partir d'un 
cote longitudinal (036, 038) du corps principal 5 
(030) entre les cotes transversaux (032, 034) 
du corps principal (030) ; 
(v) les rabats (026, 028) etant situes sensible- 
ment au milieu entre les cotes transversaux 
(032, 034) ; 10 

comprenant les etapes consistant a : 

(A) fournir une bande d'au moins une couche 

de materiau continu (400, 402, 404, 406) ; is 

(B) separer ladite bande (400, 402, 404, 406) 
pour former un premier article (010a) et un 
deuxieme article (010b) disposes Tun par rap- 
port a ('autre de telle sorte que : 

20 

(1) au moins une partie du premier cote 
longitudinal (036a) du corps principal 
(030a) du premier article (01 0a) soit tourne 
vers au moins une partie du second cdte 
longitudinal (036b) du corps principal 25 
(030b) du deuxieme article (010b), 

(2) le premier cote longitudinal (054a) du 
premier rabat (026a) du premier article 
(010a) vienne sensiblement en contact 
avec le second cote longitudinal (060b) du 30 
second rabat (028b) du second article 
(010b), et 

(3) une ligne imaginaire generalement pa- 
rallel a et situee entre les lignes centrales 
longitudinales (044a, 044b) de chacun des 35 
corps principaux (030a, 030b) de chacun 
des articles (010a, 010b) croise de manie- 
re simultanee le premier rabat (026a) du 
premier article (010a) et le second rabat 
(028b) du second article (01 0b). 40 

12. Procede selon la revendication 11, dans lequel le 
deuxieme article (010b) est separe de la bande de 
materiau continu (400, 402, 404, 406) agence par 
rapport au premier article (01 0a) de sorte que le co- *$ 
te lateral (040a) du premier rabat (026a) du premier 
article (01 0a) vienne sensiblement en contact avec 

le second cote longitudinal (038b) du corps princi- 
pal (030b) du deuxieme article (010b). 
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13. Appareil adapte pour la fabrication d'articles hygie- 
niques absorbants (010a, 010b, 010c, 01 Od) adap- 
tes pour etre place a I'interieur d'une partie d'entre- 
jambe d'un sous-vetement d'une personne qui le 
porte, I'appareil etant adapte pour former des arti- ss 
cles (01 0) comprenant : 

(i) un corps principal (030), le corps principal 



(030) ayant un premier cote transversal (032), 
un second cGte transversal (034), un premier 
c6te longitudinal (036), un second cdte longitu- 
dinal (038), et une ligne centrale longitudinale 
imaginaire (044) ; et 

(ii) un premier rabat (026) pouvant etre plie 
autour d'un premier bord lateral de la partie 
d'entrejambe du soul-vetement, 1c premier ra- 
bat (026) faisant saillie de maniere laterale a 
partir du premier cote longitudinal (036) du 
corps principal (030) ; 

(iii) un second rabat (028) pouvant etre plie 
autour d'un second bord lateral de la partie 
d'entrejambe du sous-vetement, le second ra- 
bat (028) faisant saillie de maniere laterale a 
partir du premier cote longitudinal (038) du 
corps principal (030) ; et 

(iv) chacun des rabats (026, 028) ayant un pre- 
mier c6te longitudinal (054, 058), un secondco- 
te longitudinal (056, 060) et un cote lateral (040, 
042), chaque cote longitudinal (052, 054, 056, 
060) de chaque rabat (026, 028), faisant saillie 
de maniere laterale vers I'exterieur a partir d'un 
cdte longitudinal (036, 038) du corps principal 
(030) entre les cotes transversaux (032, 034) 
du corps principal (030) ; 

(v) les rabats (026, 028) etant situes sensible- 
ment au milieu entre les cfites transversaux 
(032, 034) ; 

I'appareil etant caracterise en ce qu'il com- 
prend une coupeuse (408) pouvant separer un pre- 
mier article (010a) et un deuxieme article (010b) 
d'une bande continue de materiau (400, 402, 404, 
406), le premier article (01 0a) et le deuxieme article 
(01 0b) etant agences dans la bande Tun par rapport 
a I'autre, de sorte que : 

(A) au moins une partie du premier cote longi- 
tudinal (036a) du corps principal (030a) du pre- 
mier article (010a) soit tourne vers au moins 
une partie du second cote longitudinal (036b) 
du corps principal (030b) du deuxieme article 
(010b), 

(B) le premier cote longitudinal (054a) du pre- 
mier rabat (026a) du premier article (010a) 
vienne sensiblement en contact avec le second 
cote longitudinal (060b) du second rabat (028b) 
du second article (010b), et 

(C) une ligne imaginaire generalement paralle- 
le a et situee entre les lignes centrales longitu- 
dinales (044a, 044b) de chacun des corps prin- 
cipaux (030a, 030b) de chacun des articles 
(010a, 010b) croise de maniere simultanee le 
premier rabat (026a) du premier article (01 0a) 
et le second rabat (028b) du second article 
(010b). 
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14. Appareil selon la revendication 13, dans lequel la- 
dite coupeuse (408) peut egalement separer le 
deuxieme article (010b) de la bande de materiau 
contlnu (400, 402, 404, 406) agence par rapport au 
premier article (010a) de sorte que le cote lateral 
(040a) du premier rabat (026a) du premier article 
(010a) vienne sensiblement en contact avec le se- 
cond cote longitudinal (038b) du corps principal 
(030b) du second article (010b). 
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